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Something New in Bright High Speed Copper Plating 


The Ronal Bright Copper Process* using Lea Lea Copper-Glo makes it practicable to plate 
properly prefinished steel and die - castings 
directly with Chromium without any interme- 

diate buffing operation. It makes it possible 
nickel shortages for you to forget your nickel worries 


Copper-Glo is the answer to the platers pray 





ers because it answers the proble n of extreme 
’ 


The user of Lea Copper-Glo enjoys numerous advantages as for example: 


OPERATING COST SAVINGS 


® Brilliant ductile deposits @ Reduces tank plating time due to high speed 
operation. (Hull cell bright current density 


@ High current density with 100‘ : 
6 , : range 10-60 amp./ft.*) 


efficiency 
5 @ Reduces rejects whether followed by bright 

nickel or otherwise; since it contains no wet- 
e No wetting agents required ting agents 


e Exceptional throwing power 


e Direct, interrupted or periodic e Reduces brightener costs to a few cents/100 
reverse current gallons of plating solution per day 


The Ronal Bright Copper Process using Lea these advantages. Write for further informa- 
Copper-Glo can be fitted into your plant oper 
j 


ating cycle. Regular cyanide or Rochelle Cop- 
per baths can be readily converted to obtain 


tion 





* The Poaal Bright Copper Process, using Lea 
is a deveiopment of Ronal Chemicals, Brook 


THE MANUFACTURING CoO. 
16 Cherry Avenue, Waterbury 20, Conn. 
LEA MFG. COMPANY OF CANADA, LTD. 
370 Victoria Street, Toronto 2, Canada 
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WHAT'S YOUR METHOD 
IS IT GOOD FOR ALUMINUM? 


FOR PREPARING 
HOW ABOUT ZINC DIE CASTINGS # 


STEEL FOR PAINTING ? 











DOES IT YES! YES! YES! 
SAVE TIME? | USE THE 

DOES IT PREVENT OAKITE CRYSCOAT METHOD. 
CORROSION ? IT SAVES ME PLENTY 

OF TIME AND MONEY 





The OAKITE CrysCoat* PROCESS does three things at one time: 


1 Cleans metal rapidly—removing cutting, drawing, stamping oils 
and compounds, rust preventives, fluxes, smuts and other soils. 

2 Conditions metal for painting— preparing steel, aluminum, zinc die 
castings and other metals for lasting adhesion of paints, lacquers 
and enamels. 

3 Increases resistance to corrosion—preventing it before painting; 
localizing it after painting. 

Eliminating the need for separate cleaning and phosphating oper- 

ations, the OAKITE CrysCoat PROCESS cuts costs these ways: 


e Uses less equipment 

* Cuts operating time 

¢ Reduces heating costs 

© Saves cost of acid-proof equipiaent 
e Reduces scaling and sludging 

e Saves paint 

e Reduces rejects 


Write to Oakite Products, Inc., 20 
FREE Rector St., New York 6, N. Y., fora 
copy of “The OAKITE CrysCoat PROCESS” de- 
scribing 19 advantages. *Reg. U.S. Pat. Off. 


Technical Service Representatives in Principal Cities of U. S. & Canada 
F I 


AKITE SPECIALIZED INDUSTRIAL CLEANING 
a Ft MATERIALS » METHODS + SERVICE 
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You can 


z : as ae eI Pree NE 

REMOVING HEAT-TREAT SCALE and deburring the hard- 
to-get-at areas on these steel trigger guards with ALUN- 
DUM Tumbling Abrasive helped speed up the finishing 
of these defense items. 


BARREL-FINISH 


to BLUEPRINT 
ACCURACY 


with Norton 
ALUNDUM* 





Tumbling Abrasive 


You get real precision fin- 
ishing with Norton ALUN- 
DUM Tumbling Abrasive. 
Being all aluminum oxide — 
not a bonded material — its 
cutting action is continuous, 
without glazing. It has the 
hardness required for fast, 
positive cutting and the hard- 
ness and toughness for long, 
productive service life. 

SEE YOUR 
NORTON DISTRIBUTOR 
For every barrel-finishing 

application, on ferrous or 
non-ferrous metals, for any 


DEBURRING these parachute buckles — particularly the 


finishing job. 


type of barrel, there’s a grit 
size of ALUNDUM Tum- 
bling Abrasive that will give 
you exactly the results you 
want. Your Norton Distribu- 
tor can supply you promptly 
— and he'll gladly call in a 
Norton Abrasive Engineer to 
study your finishing opera- 
tions and make specific rec- 
ommendations. 

NORTON COMPANY 
Worcester 6, Mass. 
Distributors In All Principal Cities 
Export: 

Norton Behr-Manning Overseas Inc. 
Worcester 6, Mass. 


*Trade-Mark Reg. U.S. Pat. Off. and Foreign Countries 
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inner surfaces —is a good example of how barrel-tinishing 
with ALUNDUM Tumbling Abrasive can solve a tough 


Free Handbook 
55 illustrated 
pages describ- 
ing every de- 
tail of barrel- 
tinishing. Ask 
your Norton 
Distributor or 
write usdirect 
for your copy 
of Form 501. 


NORTON 


ABRASIVES 


Making better products to make 
other products better 
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theres real ventilation- 
2¢ air channels 
in every HVUWM Ruff Buf? / 





Evenly distributed ventilation, too. That means air-cooled opera- 
tion even under severest use—more pressure without burning—faster 
cut—more composition mileage—and longer life for the buff. Air 
rushes into those extra large holes at the center, circulates right 
through the wheel, and escapes at the face. This constant flow of 
air—plus the fanning effect of the ruffles at the face—eliminates 
excessive beat. 

Now take a look at the rest of these features: There's an extra 
safety factor in the rugged steel ring that anchors the cloth at the 
center; every buff is perfectly balanced; and that exclusiv2 H-VW-M 
Red-E-To-Use Face is all set to take composition witHout raking 
or truing. Ruff-L-Buffs are available in a wide variety of types and 
weights for any application—to do a better buffing job for you. 

Top quality buffs are just one of many results of over eighty 
years of constant electroplating and polishing development—a con- 
tinuing policy summed up in H-VW-M Platemanship. .. your work- 
ing guarantee of the best that industry has to offer—not only in 
buffs—but in every phase of plating and polishing. 


For full information on Ruff-L-Buffs as well as all H-VW-M buffs ask for Bulletin B-100. 


H-VW-M binati - 
vi ethe most modern testing = HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N, J. 


ond development laboratory PLANTS AT: MATAWAN, N. J. © ANDERSON, INDIANA 
—of over 80 yeors experience SALES OFFICES: ANDERSON * BOSTON * CHICAGO ® CLEVELAND e 
in every phase of plating and DAYTON * DETROIT * GRAND RAPIDS * MATAWAN © MILWAUKEE 


polishing—of a complete NEW HAVEN * NEW YORK © PHILADELPHIA © PITTSBURGH 
equipment, process and sup- ROCHESTER * SPRINGFIELD (MASS.) © STRATFORD (CONN.) © UTICA 
ply line for every need. 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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THE DIFFERENCE 


Cy | . and more, 


manufacturers recognize the important part 
product finish plays in determining the rise 
or fall of the graph lines on their charts. It is 
no coincidence that they seek the advice of the 


most expert finishing counsel available. 





Whether your finishing problem is to develop 
a coating to add life and durability to your 
product ...one to perk up sales appeal...a 


system to cut production costs, or a formula 





to meet exacting defense work specifications 
...1t will pay you well to call in an Egyptian 


Industrial Finishes Specialist. 


You will find him a thoroughly trained sales 
and production minded technician. His finish- 
ing “Know How” can help you push that 
graph line to the top of the chart and keep 


it there. 





[INDUSTRIAL FINISHES | 


The EGYPTIAN LACQUER MANUFACTURING CO. 


Box 444, Newark 1, New Jersey Plants: South Kearny, N. J. Lafayette, Ind. 
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Put ‘‘Performance Plus’’ Into Your 
Production Painting 


Editorial 


High Operating Efficiency in Job Lot Finishing 
of Small Parts . . 


By Frank L. Bonem 


Mica Base Paint System Increases Transformer 
Tank Life 
By J. G. Ford and A. J. Kuti 


Conservation of Sulfuric Acid and Nickel Sul- 
phate in the Pickling Department 


By M. H. Whitehead 


Spotlighting Finishing Progress 
By Dr. Allen G. Gray 


—Military Uses of Organic Finishes ... 


—Electropolishing of Silver Shows Cyclic 
Behavior 


—Plating on Stainless Steel 


—Chromium-Alloy Coatings 
News of the Industry 
Finishes That Aid in Appearance and Utility ... 
New Equipment, Materials, Processes 
Product Literature 
The Finishing Touch .... 
Opportunity Section 


index to Advertisements 








SS We have t0 degrease © 


~ variety of metals 
that’s why we use 


BLACOSOLV’ 


(the highly Stabilized solven 


) 


. BLACOSOLV gives you 
greater stability with its 
neutral stabilizers. Does the job 





Safely . . . Quickly . . . Economically. 





~ Cleans all metal or combination of metals 
will not stain or dull even the most highly polished 
surfaces. It’s the one price solvent for all metal degreas- 


ing jobs. “We have to degrease a variety of metals. 





That’s why we use highly stabilized solvent’. 


Write today for BLACOSOLYV the 


full information highest stabilized 
degreasing 


G. S. BLAKESLEE & CO. WES” is44 so. sand ave. 


CHICAGO + NEW YORK e+ TORONTO ‘CHICAGO 50, ILL. 


SOLVENT VAPOR DEGREASERS NIAGARA-METAL PARTS 
in standard or special WASHERS—built 
conveyor CANADA to fit your 


models G.5. BLAKESLEE & CO.,LTD. needs 
18 Cranfield Rd. 
TORONTO 13, ONTARIO 
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Lee-Rowan switches to 3M Belts 
for higher polish on metal hangers 


PRODUCTION PROBLEM: Reduce fin- 
ishing costs . . . produce a higher 
polish on product. Manufacturer 
was using costly, troublesome set-up 
wheels. Finish was unsatisfactory. 


3M RECOMMENDATION: Switch to 
3M Abrasive Belts and a swift 
3-step operation: one pass on a 
No. 180 Belt, one pass on a No. 240 
Belt and a final pass on a greased 
No. 240 Belt using a Buff Contact 
Wheel. 


THE RESULTS: This speeded-up fin- 
ishing method is currently produc- 
ing a highly polished hanger—with 
greatly reduced abrasive costs. 
Process is easier and safer for 
operator. 

Let a 3M Methods Engineer ana- 
lyze your abrasive requirementsand 
recommend how you can cut costs, 
step up production through the use 
of 3M abrasives. 


a get tot \ ;, 
\ 4 
\ : Minnesota Mining & Mfg. Co. 1 i 
\ . R 
( Dept. PF-852, St. Paul 6, Minn. a 4 R A S AY £ 


BELTS 


oe j Please send me free booklet 
STEP UP PRODUCTION 
<a 





Nome___ 


Company 





Made in U.S.A. by 
MINNESOTA MINING & MFG. CO. 
Cit Z Stat General Offices: Saint Paul 6, Minn. 

dh, vido coe 2 eee In Canada: London, Ont., Can. 


tesesweweesseeseesseeeseeseseasesesant Export: 122 £.42nd St.,New York City. 


Makers of: ‘‘SCOTCH'’® Pressure-Sensitive Tapes » ““SCOTCH"’® Sound Recording Tape & 


Address 





**3M'"'® Adhesives ° *“*UNDERSEAL"’® Rubberized Coating 
“SCOTCHLITE"® Reflective Sheeting « “SAFETY-WALK"’® Non-Slip Surfacing 
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PLATECOIL 


(REPLACE PIPE COILS) 


Cost less than tabricating 
pipe coils in your own plant 


You can buy Platecoils for less money than it costs to fabri- 
cate pipe coils in your own plant. You also save critical 
steel because Platecoils require less than 1/, the steel used in 
pipe coils of the same surface area. 
less time as Platecoils are mounted on simple hangers instead 
of the complicated racks needed for pipe coils. They take 


50% less space. 


Send for complete 

technical manual and 
' descriptive Bulletin 
+ No. Pso. 


Installation takes far 


BLATECOIL. , 


KOLD-HOLD MFG, CO. & 


LANSING 4, MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A_ Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 

More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
crea than can be obtained with pipe 
coil. Quick starts in heating tank 
solutions mean more hours of pro- 
ductive time. 


Platecoils 
Cost Less 
LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used in 
construction 


EASY 
INSTALLATION 


By the use of ‘quick 
change hangers’’ Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22" x 47" Platecoil 
gives the same _ heat 
transfer surface as 32 
feet of 11/2‘ pipe. This 
pipe requires a space 
approximately 30" x 
60°’. Platecoil thus saves 
about 50% over equi- 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and _ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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SUCCESSFUL SOLVER 
OF METAL CLEANING 
PROBLEMS FOR 


Alcoa 

Bendix-Westinghouse Air Brake 
Cleveland Graphite Bronze 
Ecko Products 

Firestone Steel Products 

Fort Pitt Hardware Mfg. Co. 
Mullins Manufacturing Co. 
Pittsburgh Forgings 

Thompson Products 


and many other \ a 
major metal processors. a A e 


JIM HESTER At your service 


Ransohoff Representative for if you are located 
Northern Ohio and Western Pennsylvania in his territory 


J 


Jim Hester ideally personifies the unusual competence of Ransohoff 
field engineers. His proved skill in whipping tough metal cleaning 
problems ts backed by the great accomplishments and service of the 
extensive Ransohoff field and headquarters staffs which combine 
over 175 years of experience in the engineering and manufacturing 
of efficient metal cleaning and surface treatment equipment. 


N. RANSOHOFF, inc. 


EQUIPMENT FOR THE SURFACE TREATMENT OF METAL 


5813 Vine Street Cincinnati 16, Ohio 
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MBRICAN CHEMICAL Paina; Connpann, 
AMBLER PENNA. 


Technical Service Data Sheet 
Subject: PROTECTING ALUMINUM WITH AAILODDIN 


ALODIZING IS EASY AND EFFECTIVE 


The Alodizing process is a chemical one and does not require electrolytic techniques or 
equipment. Alodizing is simple, foolproof, low in cost, and requires a minimum of equipment. 
Essentially, the process consists of the following easily controlled operations or steps: 

1. Cleaning the work 4. Rinsing with clean water 
2. Rinsing the cleaned aluminum surfaces 5. Rinsing with acidulated water 
3. Coating with ‘‘Alodine”’ 6. Drying 





After treatments. Alo- 
cized aluminum provides 
an ideal bonding surface 
for paint, wax, adhesive, 
or other organic finishes. 
These should be applied 
in accordance with the 
manufacturer’s directions. 
Unpainted or exposed ar- 
eas will be protected by 
the tough, durable ‘Aloe 
dine’ surface. 


FAST 
COATING 
TIME 


With the ‘‘Alodine” 
bath at its normal tem- 
perature of 120°F., coat- 
ing time by immersion 

Flight of the Chance Vought Cutlass, seventh in a line of approximates 114 minutes 
outstanding fighters and ‘‘potentially capable’ of flying and by spraying, 15 to 
faster than any other service type jet aircraft in produc- 20 seconds. Coating times 
tion, land or carrier-based. Substantial surface areas of and bath temperatures can 
the Cutlass are constructed of painted Alodized aluminum. be varied to suit operat- 
ing conditions. 


“ALODINE” HAS UNLIMITED APPLICATIONS 


Parts can be treated by immersion, by spraying in an industrial washing machine, by flow 
coating, or by brushing. This means that ‘‘Alodine’”’ can be used anywhere, on any ak or 
product made of aluminum. This has led to widespre ad use of the Alodizing process: by 
fabricators of aluminum products in all industries to assure the utmost in product meen 
and finish durability; 2. by manufacturers of aluminum who are supplying Alodized aluminum 
sheets and coils from the mills. 











In general, small size products or parts are processed rapidly and conveniently in immersion 
equipment, which can be mechanized if production volume justifies it. For large production 
of formed parts, or for Alodizing coiled stock, strip, or cut-to-size sheets, a five-stage power 
spray washer is most convenient. Airplanes, trucks, trailers, housing, railway cars, bridges 
and other large units are Alodized in a simple brush-on or flow-coat process. 

“Alodine” applied by immersion or spray complies with the rigid performance requirements 
of MIL-C-5541; MIL-S-5002; 16E4 (SHIPS); U.S. Navord O.S. 675. 





CHEMICALS CHEMICALS 
A p WRITE FOR FURTHER INFORMATION ON “ALODINE” A 


AND YOUR OWN METAL PROTECTION PROBLEMS 
PROCESSES 
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} Complete Finishing System for 














Engineered by 
{ @ 2 Ay 


CLEANING AND FINISHING 
MACHINERY CO. 


Cleaning 
at the U. S. Naval and Bonder- 


Industrial Reserve Ordnance Pet — CINCINNATI engineered, this complete 

Plant operated by finishing system for Navy Rockets in- 
United States Hoffman Machinery cludes a two booth paint finishing 
Corp., Poughkeepsie, N. Y. system, a Bonderizing machine and 


belt and monorail conveyors. 








In order to successfully clean these 

Spray Booth; hollow units, CINCINNATI Engineers 

ihe phd provided an inclined conveyor belt 

soci through the washing and Bonderizing 

2 - machine. This assures complete clean- 

ye \' ing, draining and drying of the parts. 

: ' A separate spray booth with a time- 

\ | saving inside spraying mechanism was 
also installed. 


With a minimum of adaption this CIN- 
CINNATI installation could handle a 
great variety of parts. Other repre- 
sentative installations have shown sav- 
ings of up to 75% in time and cost. 






Write for your copy of the latest 
CINCINNATI Catalog today. 


Cc) 


CLEANING & FINISHING 





MACHINERY CO., INC. 
311 HECLA STREET IRONTON, OHIO 








ELECTRO- 
PLATIN 


WAGNER-TIEDEMAN RECTIFIER 
with back panels removed showing 
easy access and simplicity. Note three 
low velocity cooling fans. 





MAGRER BAG TRERS, 


Anode production facilities here at Wagner Brothers are 
designed to maintain our reputation for providing none but 
premium products, the highest degree of purity in the plating 
industry. All types are available, promptly, in the following 
metals: 

@ Nickel, Ilso-Cast Oval form, cast to give optimum grain 
size, any length. @ Copper, the famous Flat-Top, smooth 
surfaced, free from silicon, dirt and oxides; Lectrocop, pure 
electrolytically deposited slab form, any width or length, the 
lowest cost form of anode; Iso-Cast Oval, electrolytic copper 
molded under controls eliminating ferrous contamination. 
@ Zinc, in the new standard form, Flat-Top, easily identified, 
clean, cast from the purest metal. @ Tin, cadmium, available 





























2 
~~ 
> 
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ANODE CONTAINER with 
spline welded full length, has 
4-point contact. Plate at bot- 
tom catches ‘‘nubs’, permits 
free circulation of solution. 
Close spacing of coils avoids 
jamming of anodes. Special 
lengths and curved containers 
fabricated promptly. Standard 
sizes in stock. 


DOUBLE WELDED TANKS, 
all sizes, all types of linings, 
to your design or ours. Agita- 
tors, single or double cathode 
bars, as required. 


WAGNER ANODES in all 
metals are recognized as stand- 
ards of the industry. Every 
Wagner Anode is a premium 
product. 


in any length in the distinctive corrugated Iso-Cast form with locked in steel contact hook. 
Balls are also available. @ White brass, 80% zinc, 20% copper, available in several 
shapes, as required. 

Wagner-Tiedeman Electroplating Rectifiers have earned a place along with other 
Wagner premium products. Our ratings are conservative for full efficiency and safe per- 
formance. Removable panels permit quick and easy access. Ranges are from 2 to 50 
volt, 750 to 10,000 or more amperes. 

Wagner tanks are being incorporated in outstanding automatic and still tank 
operations everywhere. We're shipping to users far from our plant and the reason is 
simple: our tanks are built to last, our price is fair and we are ready to handle any 
quantity, one or one hundred, equipped with agitators and rods as required—or we'll 
provide your complete plating set-up, automatic or still tank. 

Along with these products and the solutions, supplies and equipment for a complete 
electroplating system, we offer a competent sales-and-service staff. The Wagner repre- 
sentatives and branch managers are men with production experience and years of 
electroplating engineering behind them. They are backed up by an efficient laboratory 
and pilot plant, manned by some of the best technicians in the industry. Most important of 
all, you'll find every Wagner man enthusiastic about providing service to his clients and 
anxious to prove his ability and the integrity of the company he represents. Want proof? 
Pick up the phone and tell us your troubles or drop us a line at your first opportunity. 


* 432 MIDLAND AVE., DETROIT 


CINCINNATI 


eh se 
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WATERBURY 20, CONNECTICUT 3 0 a 


to The Metal Finishing Industry 








You don’t need a wet nurse... with Monel 


You don’t have to coddle your pickling equipment when it’s 
made of Monel®. With normal maintenance procedures, 
tough, corrosion-resisting Monel will give you many years 
of service. Even after years of extended use it can be recon- 
ditioned for additional service. 

And reconditioning is a snap! That’s because Monel is 
highly workable and can be easily welded. 

It’s on extended delivery right now because of defense. 
So order well in advance and be sure to give your fabricator 
your NPA rating and complete end-use information as 
required by the NPA. 

For an informative booklet, write today for your free 
copy of “A Good Start To A Better Finish.” 


THE INTERNATIONAL NICKEL COMPANY, INC. 


67 Wall Street, New York 5, N.Y. \ife 
to 
ttt, Monel <extrc core 


PICKLING _extra safety 
es 
EQUIPMENT 
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A non-etching type 

aluminum cleaner 

for use in soak tank cleaning. It was 
specifically designed to remove 

t drawing, stamping, spinning 
or compounds, rolling oils, marking 


better inks, crayon. marks and shop dirt 


A from common aluminum alloys prior 
aluminum to spot welding, anodizing or other 
. finishing operations. 
cleaning 
and 
oe 
deoxidizing 

















A powdered acid type 

deoxidizer designed for 

efficient removal of the oxide film from 
aluminum prior to spot welding, 
anodizing or chromate finishing. It inhibits 
rapid reoxidation. DO solutions 


dissolve primary film rapidly, then reoxidize 
Write for . 

Technical Dare’ Sheere the metal surface slowly and uniformly 

on Cowles AM and 

DO Cleaners 

Prompt Shipments without leaving smut residues. 
from Convenient 
Warehouse Stock 


with an air-stable oxide film 


S@SGeGe te eesesee Se Seseseeeoeeeee ese ee eeeeat eee 


SOSSSEHCEHSEHSHEHSSHSSHEOSOHSHOSEHHEHESTHESEEHEEES 


Cowles Technical Service 


Gladly Furnished COWLES CHEMICAL COMPANY 
Upon Request METAL CLEANER DEPARTMENT 
7016 Euclid Avenue ° Cleveland 3, Ohio 
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Put “Performance Plus” 
Into Your Production Painting 


No matter what the scope of your production painting operations and 
facilities, you have one principal objective. That is “performance plus’”— 
application of a protective and/or decorative coating of unvarying, uniform 
quality at consistently low cost. 

How can this vital two-fold goal best be realized? 

Utilization of the most modern equipment in conjunction with the latest 
application techniques offers the brightest hope, of course. But what if you 
can’t get or haven’t got such equipment? 

Your best bet, then, is to make the most of what you do have. As a 
starter, check with your materials suppliers to make certain that you are getting 
“maximum mileage’ from your finishing materials. Often technical service 
representatives of such companies can give you many time-tested tips and © 
production-proved pointers that you may be inadvertently overlooking. 

Another way to put performance plus into production painting is to give 
your equipment—for example, air compressors, spray guns and booths, de- 
greasers, washing machines, conveyors—the best maintenance care you pos- 
sibly can. Doing this not only assures peak operating performance, but also 
contributes to longer life of equipment in productive service. And such at- 
tention will be reflected in quality standards as well. 

A third avenue to greater efficiency in your search for savings lies in 
keeping abreast of industry’s developments and trends, particularly as they 
affect your operations. 

Today, as always, a good first impression invariably makes a lasting im- 
pression. It’s the finish that counts—and that’s what makes performance plus 
painting count. More paint power to you! 


rerthar P. Schulze 
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High Operating Efficiency 


in 
Job Lot Finishing Of Small Parts 


By FRANK L. BONEM 


Associate Editor 


The modern plant of 
Shakeproof, Inc., Divi- 
sion of the Illinois Tool 
Works, produces preas- 
sembled steel screws 
and nuts, stamped gears, lock-washers, 
different types of metal screws, and 
other fastening devices. These small 
parts are manufactured in production 
quantities and finished by plating or 
with conversion coatings according to 
customer specifications or the com- 
pany’s own standards. To handle the 
large volume of work, four automatic 
machines and numerous still tanks are 
utilized in the finishing department. 

All major operations in this plant 
may be divided into three categories: 
forming, heat treating, and finishing. 
Since the diversity of products calls 
for different operations, all similar 
processes are grouped together, with 
the finishing department located be- 
tween the manufacturing and heat 
treating bays. An ingenious and highly 
efficient roller and power-belt conveyor 
system ties all departments together, 
the small parts traveling on this sys- 
tem in tote pans of 100-pound capacity. 


FEATURE 
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Washing precedes all operations fol- 
lowing actual manufacturing and fol- 
lows every subsequent operation. For 
example, the processes may be: manu- 
facture, wash, harden, oil quench, 
wash, temper, zinc plate, and bake. 
Thus, all parts travel through the 
washing machine, illustrated in Fig. 
1, at least once and often two or three 
times. 

The washing machine is a Stevens 
Model C Automatic capable of clean- 
ing 200 pounds of small parts per min- 
ute. The machine operates on a 91% 
minute cycle and has ten barrels, each 
holding parts weighing up to 100 
pounds, or the content of one tote pan. 
The process cycle is as follows, with 
loading and unloading completely auto- 
matic. 

1. Load in the perforated, rotating 

barrels. 

2. Wash in a solution of 6-8 0z./gal. 
of alkaline cleaner held at 200 
deg. F. 

3. Rinse in water held at 180-200 
deg. F. This tank has a controlled 
overflow. 

. Dry by blowing hot air through 
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barrels. 

5. Unload. 

The air is heated to 250 deg. F. by a 
steam heater mounted on top of the 
machine. A vapor duct runs the length 
of the machine to collect all vapors 
which are exhausted to the atmos- 
phere through the roof. 


Automatic Plating and Phosphatizing 


Three Model “‘C’’ Stevens Automatic 
Machines, installed side by side, are 
utilized for zinc and cadmium plating 
and phosphatizing (see Fig. 2). Each 
of the machines is ringed by a vapor 
duct which draws off all fumes through 
individual exhaust stacks. Other auxil- 
iary equipment on each machine in- 
cludes an automatic loading and un- 
loading installation, a roller conveyor, 
and a control panel. One operator on 
each machine controls the complete 
process. 

Loading is simplified through the 
use of an automatic weighing system 
which is made up of an elevated hop- 
per, a Syntron vibratory feeder and an 


automatic under-and-over scale (see 
Fig. 3). The operator places the load- 
ing pan under the hopper, weighs out 
a charge, and empties the pan into the 
barrel. 

Automatic unloading, as may be 
seen in Fig. 4, is achieved through the 
use of a hopper, through which parts 
fall as the plating barrels rise on the 
unloading cam. The hopper funnels the 
parts into tote pans which in turn rest 
on the roller conveyor. A gate at the 
bottom of the hopper prevents the 
parts from falling through when no 
pan is in the receiving position. Pans 
with finished parts are moved on the 
conveyor from the machine to the bake 
oven or shipping department. 

The plating and phosphatizing ma- 
chines consist of perforated barrels 
which ride on an inclined camway and 
are moved by a horizontal conveyor 
chain. These barrels are covered with 
a hard rubberized coating. Travel dis- 
tance of the barrels from tank to tank 
is 30 inches. Time for indexing is 25 
seconds and for dwell periods 114 to 2 


Fig. 1—A Model C Stevens full automatic adapted to an alkaline cleaning cycle. The automatic 


loading (also automatic unloading) installation is at the right. 


All manufactured parts pass 


through this machine at least once. 
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minutes depending upon thickness of 
the plate which ranges from 0.0001- 
0.0003 inch. 

Process cycle for zinc plating con- 
sists of the following steps: 


cf 
2. 


Load. 

Dip in a cleaning solution main- 
tained at a temperature of 100- 
120 deg. F. 


3. Same as Step 2. 


. Cold water rinse. 


5. Reverse current electroclean at 


180-200 deg. F. using a cleaner 
concentration of 10 oz./gal. ata 
voltage of 18 volts. 


. Cold water rinse. 
. Plate in bright cyanide zinc bath 


using Du Pont’s RH 309 Bright- 
ener. Minimum addition of this 
material per work day is 1,000 
ml. 


. Cold water rinse. 

. Bright dip. 

. Cold water rinse. 

. Rinse in 200 deg. F. water. 


12. Dry by hot air blast kept at 215 
deg. F. 

13. Unload. 

For cadmium plating the cycle is 
similar to the one just described with 
the exception, of course, of the plating 
solution and the bright dip. The thir- 
teen stations are: 

1. Load. 

. Dip in a cleaning solution at a 

temperature of 100-120 deg. F. 
3. Same as Step 2. 

. Cold water rinse. 

. Reverse current electroclean at 
180-200 deg. F. using a cleaner 
concentration of 10 oz./gal. at a 
voltage of 18 volts. 

. Cold water rinse. 

. Plate in bright cadmium plat- 
ing bath containing Rohco 20X-L 
for brightening. 

8. Cold water rinse. 

9. Bright dip. 

10. Cold water rinse. 

11. Rinse in 200 deg. F. water. 


Fig. 2—The two automatics used for plating cadmium (front) and zine (rear). Completely sur- 
rounding fume ducts prevent vapors from escaping into the plant. The manufacturing area may 
be seen in the background. 


20 


PRODUCTS FINISHING 


August, 1952 





lin ODE RRR ae el 


12. Dry by hot air blast kept at 215 


deg. F. 


13. Unload. 

For phosphatizing, a ten-step cycle 
is employed, the different stages being 
as follows: 


1. 
. Cold water rinse. 
. Clean in an alkaline solution 


Load. 


containing 6 oz./gal. of cleaner 


Fig. 3—A view of one 
end of the Parkeriz- 
ing machine, showing 
an operator about to 
load an automatical- 
ly weighed charge. 
Note how small sec- 
tions of roller convey- 
ors eliminate all lift- 
ing of the pans by 
the operator. 


hot for the 
specific pur- 
pose of pre- 
heating the 
parts. 

. Phosphatize 
in a_ solu- 
tion of Par- 

co Compound held in the range 
of 195-210 deg. F. To allow suffi- 
cient time to form the conver- 
sion coating, this station is extra 
long, being equivalent to twelve 
stations in a regular cycle. 


. Hot water rinse. 
. Rinse in Parcolene held at 180- 


200 deg. F. Because of the time 
cycle in the machine, a very low 





kept at 180- 
200 deg. F. 

. Cold water 
rinse. 

. Rinse in hot 
water. This 
rinse is kept 


Fig. 4 — Unloading 
station of the zinc 
plating machine. Parts 
fall from the barrel 
through a hopper into 
a tote pan resting on 
the roller conveyor. 
Pans are then pushed 
on this conveyor to 
the bake oven. Again, 
no manual lifting is 
required. 
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concentration of this solution is 
necessary. 
9. Dry in hot air blast of 200 deg. 


F.. Two stations are used for dry- 
ing. 

10. Unload. 

Total time for Parkerizing ranges 
from 30 to 40 minutes. With loads of 
40 pounds in each barrel, approximate- 
ly 800 pounds can be processed in this 
machine each hour. 


Conventional Barrel Plating 


On orders of sizes that do not war- 
rant the use of the automatics, or for 
heavier plating of parts, Shakeproof 
employs sixteen horizontal barrel plat- 
ing tanks and necessary auxiliary proc- 
essing tanks. Here, zinc, cadmium, 
copper, and nickel are plated in Han- 
son-Van Winkle-Munning barrels to a 
thickness usually in the range of 0.0005 
inch. 

In cleaning, parts are immersed into 
the solutions in perforated steel buck- 
ets, suspended from a hoist which trav- 
els on an overhead I-beam (see Fig. 
5). A fume duct runs the total length 
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Fig. 5—The cleaning 

tanks through which 

small job lots pass in 

preparation for plat- 
ing. 


of the cleaning 
tanks to keep the 
air vapor free. 
The cleaning 
cycle consists of 
the following six 
steps: 

1 Dip im a 
cleaning so- 
lution held 
at 100 deg. F. 

. Rinse in cold 
water. 

. Clean in solution of 6 oz./gal. 
Cowles alkaline cleaner at a tem- 
perature of 180-200 deg. F. 

. Rinse in cold water. 

. Bright dip. 

. Cold water rinse. 

The sixteen plating tanks are divided 
into groups of four, one group being 
used for copper, nickel, zinc, and cad- 
mium respectively. Plating tanks are 
installed in batteries of two (see Fig. 
6), and are serviced from bus bars 
carrying 12 volts. (Plating barrels are 
14 inches in diameter and 30 inches 
long.) Here again, exhaust ducts run 
the length of these tanks, thus elim- 
inating all vapors from Shakeproof’s 
large one-floor plant. 

Cadmium plating is accomplished in 
a conventional bath, the steps being as 
follows: 

1. Clean as outlined previously. 

2. Plate in bath made up of: 
Cadmium metal . 3.5 0z./gal. 
Total cyanide 18 o02z./gal. 
Sodium hydroxide -_ 2 o0z./gal. 
Temperature is approximately 90 
deg. F. or room temperature. 
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. Rinse in water used for solution 
make-up. 

4. Rinse in running water. 

5. Transfer parts to cylindrical bas- 
kets and bright dip. 

6. Cold water rinse. 

7. Rinse in hot water. 

. Dry. 

Zine plating is similar to cadmium 
plating and follows the cycle listed 
below: 

1. Plate in cyanide bath containing: 
Zinc metal - __ 5.50z./gal. 
Total cyanide ~-16-18 0z./ gal. 
Sodium hydroxide 16 0z./gal. 
Operated at a temperature of 
about 100 deg. F. and current den- 
sity of approximately 3 to 4 amp. 
sq. ft. 

. Rinse 

rinse. 

3. Rinse in running water. 

. Transfer parts to cylindrical bas- 
kets for bright dipping. 

. Cold water rinse. 

. Rinse in hot water. 

. Bry. 

The copper plating process is much 
like the zinc and 
cadmium plating 
processes just de- 
scribed. The plat- 
ing bath contains 
the following ma- 
terials: 
copper metal, 

5 0z./gal.; 
free cyanide, 
2.5 0z./gal. 


in solution concentration 


Fig. 6—A view of the 
barrel tanks used for 
plating cadmium. The 
fume duct (left) runs 
the length of the still 
tank installation. The 
cleaning installation 
may be seen in the 
background. 
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The copper bath is operated at a pH 
of 12.5, a temperature of 100 deg. F., 
and current density of approximately 
3 to 4 amp./sq. ft. Plating time varies 
from 20 minutes to two hours depend- 
ing upon the thickness required. About 
100 pounds of parts per hour can be 
plated in this setup. After plating, 
parts are rinsed, first in a concentra- 
tion rinse, then in running water. 

Adjacent to the automatic phospha- 
tizing machine is a manually operated 
installation, which is used when orders 
are too small to justify the use of the 
automatic plating units. The process 
is the same as that used in the auto- 
matic with the exception that the hot 
rinse prior to phosphatizing is omitted. 
The installation consists of six 250 gal- 
lon solution tanks in which drums of 
400-pound capacity are automatically 
rotated. Parts are dried by spinning 
after the final rinse. 

Because so many of Shakeproof’s 
products are spring tempered, all fer- 
rous material, and practically every- 
thing that is plated, is baked to relieve 
any possible hydrogen embrittlement. 
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Fig. 7 — Entrance to 
bake oven in which 
all parts are baked to 
drive out hydrogen. 
Conveyors from all 
finishing operations 
converge atthis point. 


7), which is 65 
feet long. It is 
held at 400 deg. 
F. by recirculat- 
ing air heated to 
the required tem- 
perature by five 
gas burners. 
Parts are baked 
for 3% hours, 
Shop pans are moved on the roller three conveyors moving the pans slow- 
conveyor to the bake oven (see Fig. ly toward the exit shown in Fig. 8. 











Fig. 8—Cadmium plated screws emerge from the bake oven after being exposed to 400 deg. F. 
air for 342 hours. Note cooling fans for use if needed. 
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Miscellaneous Finishes 


Enameling chromate conversion 
coatings, burnishing, and tinning are 
some of the other finishes which Shake- 
proof is able to offer. Due to the nature 
and usage of the pieces fabricated, 
these finishes are required in limited 
quantity and the equipment for their 
application is, by comparison with the 
other finishing installations, small. 

For the various chromate conversion 
coating-finishes, a line of six 50-gallon 
tanks is used. Parts to be treated are 
dumped into small cylindrical baskets 
which are dipped into the tanks. 

Tinning consists of dipping a pan of 
parts into a molten alloy consisting of 
50 per cent lead and 50 per cent tin. 
This process consists of the following 
steps: 

1. Flux. 

2. Dip in lead-tin alloy. 

3. Centrifuge to spin off all excess 


metal. 

Dump into automatic separator. 

This machine separates those 

parts which may be sticking to- 

gether and drops them into cool- 
ingwater. 
5. Rinse in water. 

6. Spin dry. 

One of the stamped nut products is 
usually finished with a synthetic 
enamel, mostly in olive green and 
black. The parts are painted in a Ronci 
Centrifugal Painter, after which they 
are loaded on large trays and baked 
at 250 deg. F. in a Koch Oven. Follow- 
ing baking, the nuts are dumped into 
a separator in which three tiers of 
whirling discs separate those nuts 
which are sticking together. 

A very small fraction of the prod- 
ucts produced are finished by burnish- 
ing. The barrel finishing installation 
is located adjacent to the enameling 
area and comprises three burnishing 


FP te. 


Fig. 9—View of the barrel burnishing area. 
stainless steel parts 
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The smaller barrel at the right is used solely for 
The control laboratory may be seen in the background 
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barrels, as shown in Fig. 9. Small 
stones are used as part of the medium 
in the two larger barrels. The smaller 
barrel is lined with stainless steel and 
is used for burnishing and passivating 
stainless steel parts. 

For stripping, two barrel tanks are 
located on the production floor. They 
contain solutions of ammonium nitrate 
for stripping cadmium and zinc, and 
sodium polysulfide for stripping cop- 
per. 

Maintenance and Control 


A large control laboratory is located 
next to the finishing department on the 
production floor, as shown in Fig. 9, 
rear. It contains a room for making 
chemical analysis, that is, solution con- 
trol; a metallurgical laboratory for 


Fig. 10——-A view of the recirculating tanks in the plant basement. 


checking the heat treating processes; 
and a plating laboratory. The latter 
contains a small Lucite barrel plating 
tank and two small cylindrical oblique 
plating tanks for experimental and 
routine-check plating. An Industrial 
Filter and Pump Manufacturing Com- 
pany salt spray cabinet, for testing 
salt spray resistance of the various fin- 
ishes, completes the testing equipment. 

In the basement of the plant, directly 
below the automatic plating and phos- 
phatizing machines, are two 2,500-gal- 
lon plating solution circulating tanks 
(see Fig. 10). Both baths are continu- 
ously circulated by two 114 h.p. Worth- 
ington stainless steel pumps. Rate of 
circulation at present is 30 g.p.m., al- 
though at the time of this writing, 
two pumps with a rate of 100 g.p.m. are 


From left to right, the zinc 


tank, cadmium tank, and phosphatizing tank. Note marked pipe lines. 
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Fig. 11 — View of a 
heat exchanger in 
which plating solu- 
tion is cooled by well 
water prior to being 
pumped backtoa 
plating machine. 
(All photos by 
PRODUCTS 
FINISHING) 


on order. Solu- 
tions are filtered 
prior to being 
pumped back to 
each plating ma- 
chine by one In- 
dustrial and one 
Sparkler filter. 

It is in these 


tanks that the 

daily additions of chemicals are made 
by means of baskets suspended from 
hoists riding on I-beams. Large air 


ducts withdraw all vapors arising from 
these tanks and all pipes are clearly 
color coded to identify their contents. 

Due to heating of the plating solu- 
tions in barrel plating, solutions are 
cooled by passing through Bell and 
Gosset heat exchangers, shown in Fig. 
11, prior to being returned to the plat- 
ing machines. Each unit handles one 
plating solution, and both use well 
water for cooling. 

A third 2,500-gallon tank is used as 
a reservoir for the Parkerizing solution 
to be used while the phosphatizing ma- 
chine is being cleaned. All three of the 
tanks have automatic float controls 
which are connected to a warning sys- 
tem. Through the use of these controls 
any interruption in flow, such as may 
occur due to a leak, is immediately 
noted. The complete system is ideally 
suited for cleaning or any emergency 
maintenance work that may arise. 

Further progressiveness of Shake- 
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proof’s management is illustrated by 
steps taken to prevent loss of reusable 
solutions and prevent stream contam- 
ination. At no time are spent plating 
baths dumped directly into the sewers, 

From the copperplating tanks, cop- 
per solution is pumped through a re- 
frigeration unit. The carbonates are 
frozen out of the solution and are 
scraped off the coils; the remainder is 
pumped back into the plating tank. 

Cyanide solutions are treated to re- 
move cyanide compounds and the re- 
maining liquid is diluted before being 
dumped into the sewer system. Only 
the rinse water from the second rinse 
tanks carry dragout losses to the 
sewer. Water from the first rinse tanks 
is used for plating bath makeup. Close 
supervisory control is kept on all waste 
solutions by use of statistical control 
charts showing the chemical analysis. 

Close control of waste, usage of both 
automatic plating machines and hori- 
zontal barrel tanks, and a highly mech- 
anized product-flow system (see Fig. 
12) have been combined to achieve bet- 
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ter control of plate thickness, cleaner 
operations, fewer rejections, lower 
manpower requirements, less waste, 
and a higher overall plant operating 
efficiency. 


Mica Base Paint System 
Increases Transformer 


Tank Life 


By J. G. FORD and A. J. KUTI 


Manufacturing Engineers 
Transformer Division 
Westinghouse Electric Corporation 
haron, Pennsylvania 


HE life of the finish on Westing- 

house distribution transformers has 
been more than doubled by a three-coat 
paint system which has been given the 
name, “Coastal Finish.” This three- 
coat system (see Fig. 1) is applied in 
the same manner as standard finishes 
and is baked on for speed. A modifica- 
tion of this finish air dries; thus, it 
can be used to patch damaged surfaces 
of a transformer in the field. 

Distribution transformers operate 
under especially severe conditions that 
affect the finish applied to the outside 
of the tank and associated hardware. 
The surfaces of fully loaded transform- 
ers exposed to direct sunlight often 
reach temperatures of 200 deg. F. or 
higher. During the winter months 
these surfaces may be exposed to tem- 
peratures as low as —50 deg. F. With 
an operating range of 250 deg. F., the 
paint must be sufficiently flexible so as 
not to flake off due to differential ex- 
pansion and contraction between paint 
and metal. 

Elevated temperatures and oxygen 
of the atmosphere also cause the paint 
films to age and become brittle. This 
accelerates the tendency to flake or 
craze during the winter months. It is 
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Fig. 1—The two transformer tanks were both 
exposed to 1000 hours of salt spray. The tank 
on the right had the standard three-coat finish 
while the one on the left had Coastal Finish. 


important, therefore, not only to select 
a finishing material from the stand- 
point of initial flexibility but for heat 
resistance as well. 

Moisture in liquid or vapor form is 
perhaps the greatest enemy to the fin- 
ish on distribution transformers. It 
readily attacks any exposed steel sur- 
faces forming rust and gradually pene- 
trates paint films corroding the metal 
underneath. Rust formation and hy- 
drogen generated at the metal surface 
cause the paint to blister and lift. Once 
the film is broken, corrosion is acceler- 
ated and pits develop. If they are not 
given atiention, they may eventually 
completely penetrate the tank wall. 
This may drain the insulating oil from 
the tank and cause the transformer to 
fail. If it were not for moisture, the fin- 
ishing of pole-type transformers would 
present no serious problem except in 
rare cases. Oxygen, Salts, acids, and al- 
kalies present in seacoast and indus- 
trial atmospheres deteriorate the paint 
tilm and pave the way for moisture to 
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LOW COST 
° for zinc, 
TIRIDITE, cadmium, aluminum 
FINISHES and cuprous 


metals 


rovide And they are easy to apply! 
p Just a simple chemical dip for 


> ° only a few seconds produces the coating. 
corrosion resistance 
LOW MATERIAL 


paint base / AND SHIPPING COSTS 


h H f combine to make Iridite the most economical 
C oice 0 chromate finish you can buy. Many Iridite 
chemicals are packed in powder form, 


appearance thus can be shipped to you in steel pails 


at freight savings of up to 75%! 
Pails take less storage space, are 
easier to handle, eliminate car- 
boys, need not be returned. 


WHY NOT TEST IRIDITE ON YOUR PRODUCTS? Write for 


literature and send samples for free test processing. See “Plating 


Supplies” in your classified telephone directory or write direct. 


A uo Research Propucts 


INCORPORATED 


4004-06 E MONUMENT STREET © BALTIMORE 5 MD 
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do its damage. The effects of certain 
impurities accelerate corrosion by 


moisture once it gets to the metal. 
The individual coats of the three-coat 
system act cooperatively to resist mois- 


Fig. 2—The prime or first coat is applied by 
flow coating. 


ture penetration and also the elements 
that promote it. Proper preparation of 
the metal surface is necessary before 
the finish is applied. Good adhesion is 
generally obtained by removing all 
rust, scale, grease, or extraneous ma- 
terial. Ideal surfaces are obtained by 
treatment with phosphate solutions 
which form iron phosphate at the sur- 
face. The phosphate film retards cor- 
rosion and offers a tightly-adhering 
porous surface for the base coat ot 
paint to penetrate and grip mechan- 
ically. 

The prime or first coat applied to the 
prepared surface is composed of a ve- 
hicle giving good adhesion with desired 
flexibility and chemical resistance to 
salts, acids, and alkalies. The pigments 
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used are primarily zinc chromate and 
iron oxide. Zinc chromate is perhaps 
one of the best corrosion-inhibiting 
pigments. However, if used as a single 
pigment, it usually produces a film 
that is somewhat brittle. When com- 
bined with iron oxide, the brittleness 
of the film is reduced and the vat or 
storage life of the paint is increased. 
Surprising as it may seem, when this 
combination is tested as a priming coat 
alone in comparison with other primers 
containing, for example, lead chromate 
or red lead, it may at times appear to 
be inferior. The superiority stands out 
when the tests are repeated after the 
tinish coats have been applied. 

The second or intermediate coat is 
without doubt the key to the success- 
ful performance of Coastal Finish. 
The vehicle is composed of modified 
phenolic and alkyd resins. These are 
chosen for resistance to heat, oxygen, 
salts, acids, and alkalies in concentra- 
tions generally encountered in the at- 
mosphere. The resin is of the thermo- 
set type. By proper selection of solvent 
and adjustment of setting time of the 
resin, it is possible to remove the sol- 
vent completely during the initial part 
of the drying cycle before the resin 
has set to the hard state. This permits 
the resin to flow after solvent elimina- 
tion and prevents pinholes through 
which oxygen and moisture could enter. 

The pigment is composed of selected 
mica flakes which overlap each other 
in the film and produce a “shingle roof” 
effect to further ward off moisture and 
oxygen. The mica also increases heat 
stability of the intermediate coat as 
much as ten times at elevated tem- 
peratures. 

The use of mica in paint is not new 
but the way in which it is used in this 
paint has not been utilized in the past. 
The relatively large mica flakes plus 
their tendency to settle presented prob- 
lems of application which have been 
overcome. 
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ANOTHER 


ALVEY-FERGUSON 


WASHING MACHINE FOR INDUSTRY 


WHEN a washing machine is 
needed to perform an un- 
usual operation, it’s almost 
certain that A-F Engineers 
will be called upon to build 
it! . .. The A-F Washing Ma- 
chine shown here was built 
especially for removing sand 
from steel foundry flasks. A 


special feature is the Slo-Flo 
Tank (not shown in_ photo- 
graph) which settles the sand 
out of the cleaning solution 
before it reaches the screen- 
ing tank for recirculation. 
Flasks are cleaned faster... 
and each flask is uniformly 
clean. 


For a discussion of latest metal parts 
and products cleaning methods, write today! 





626 Disney St Cincinnati 9, Ohie 


THE ALVEY- FERGUSON COMPANY 
OFFICES OR REPRESENTATIVES IN PRINCIPAL CITIES 
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The third and final coat is composed 
of resins and pigments to withstand the 
elements and to provide good appear- 
ance when new and after weathering 
has taken place. It can be tinted to 
produce any desired color. When chalk- 
ing takes place, a sligntly darker shade 
develops which does not detract from 
the appearance of the transformer. 

The final coat has several functions: 

1. It adds to appearance. 

2. It enhances the resistance of the 
other two coats to oxygen, mois- 
ture, and so on. 

3. It screens out the ultraviolet light 
of the sun’s rays. 

A series of panels was made to dem- 
onstrate the resistance of the combina- 
tion of primer and mica-filled second 
coat to salt spray and weathering. 
These panels were phosphatized, given 
a coat of primer, and then two coats 
of the intermediate or second coat of 
the system. They were tested simul- 
taneously with panels painted with the 
standard three-coat finish. 

After 2,000 hours’ exposure to the 
salt spray, the mica finish showed no 
change whereas the standard finish was 
approximately 50 per cent deteriorated. 
At 3,000 hours, the standard finish was 
completely gone. It required a total of 
10,000 hours’ continuous exposure to 
salt spray before small blisters began 
to appear on the mica finish. When the 
blisters were broken, there was evi- 
dence of trapped gas, possibly hydro- 
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Liquid Selpshur 
FOR COPPER STRIPPING NON-DANGEROUSLY 
Economical, Non-Electrolytic. 
No special equipment required. 
Write for descriptive brochure. 


Sulphur Products Co., Inc. 
GREENSBURG 8, PA. 
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Fig. 3—Transformer tanks emerging from the 
oven are ready for the second coat. 


gen, and a thin film of rust. 

Other mica-finished panels were ex- 
posed for 18 months on Florida and 
California seacoasts. Weathering took 
place at the surface exposing some of 
the mica flakes. However, there was 
no sign of corrosion. The exposed mica 
flakes appear to be largely parallel to 
the film surface and definitely indicate 
a shingled effect which may partly ac- 
count for resistance to salt spray and 
added heat stability of the vehicle. 

It appears also that the mica addi- 
tion improves the coverage on sharp 
or burred edges, thus reducing the 
tendency to corrode at these points. 

Applying The Finish 

The metal surface is first alkali 
cleaned and rinsed, followed by phos- 
phatizing and a dip in dilute chromic 
acid. This results in a clean, light gray 
surface of sufficient porosity for good 
paint penetration with maximum ad- 
hesion. To prevent any contamination 
of the prepared surface, the trans- 
former tanks are given the first or 
priming coat within a matter of hours 
by flow coating, as shown in Fig. 2. 
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/S A BETTER CLEANER AND METAL CONDITIONER 


liminate hazardous sol- 
vent cleaning and expensive 
chlorinated degreasing instal- 
lations. Find out about KLEM’S 
new Rust-Sol—a concentrated 
phosphoric acid cleaner that 
gives metal a slight etch which 
provides an excellent paint 
bond. Rust-Sol imparts a neu- 
tral iron phosphate coating to 
the metal surface for long 
paint life. Rust-Sol is suitable 
for a wash off or wipe off 
type application or can be 
used in immersion and spray 
systems. 


—money-saving information 


~ CHEMICAL 


KLEM LY 


14401 LANSON 
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Viscosity and gravity are controlled. 
The flow coating process is used for 
priming to fill any crevices left between 
tank wall and projection welded parts. 
It also assures complete and uniform 
coverage of all parts. The tank then 
is conveyed by monorail through an 
infra-red oven. A surface temperature 
of approximately 340 deg. F. is reach- 
ed by the time the tank leaves the oven, 
as shown in Fig. 3. 

After cooling, the second coat is 
sprayed on, as shown in Fig. 4. A dark 
green dye is incorporated into the oth- 
erwise clear mica-base enamel to assist 
the operator in determining coverage 
and to allow for easy and quick inspec- 
tion. The dye fades out, leaving a dark 
brown color on subsequent infra-red 
baking, which is done in the same type 
oven and at the same temperature as 
for the first coat. The film dries to 
make a hard, tough, abrasion-resisting 
coating. 

Not until transformer is 


the com- 





YOu 


can rely on 


RANDOLPH 


for prompt shipment 
in any quantity of 


Performance - Proved 
Government Specification 


FINISHES 


Lacquers @ Enamels @ Dopes @ Thinners 
Clear Metal Finishes @ Colored Lacquers 
Clear S.G. for Metal @ Texture Enamels 
Specialized -Production Finishes 
Aircraft Finishes 


RANDOLPH 


PRODUCTS CO. 


CARLSTADT, NEW JERSEY 











36 PRODUCTS FINISHING 


Fig. 4—The second, or mica-base coat, is ap- 
plied by spraying. 

(Photos courtesy Westinghouse Electric Corp., 
Pittsburgh, Pa.) 


pletely assembled and tested is the third 
and final dark gray coat applied. The 
transformer is then conveyed through 
a steam convection oven, operated at 
160 deg. F., where the final coat is 
dried tack-free. Hardening of the film 
takes place in storage and shipment. 


Conservation of Sulfuric Acid 
and Nickel Sulphate in the 
Pickling Department 


By M. H. WHITEHEAD 


Canton Stamping & E ling Company 
Canton, Ohio 





HEN dealing with a subject of 

this nature consideration must 
be given to the wide variation of pick- 
ling procedures followed in the trade, 
the vast differences in physical plant 
available to the operators, the volumes 
of output involved, the kinds of stecl 
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COMPOSITIONS 


Here are some examples of the many different types 
and grades of Stevens Compositions: 

Tripoli — Stevens manufactures six grades of Tripoli 
Compositions for hand buffing operations; and_ five 
grades for machine and high-speed hand operations. 


Tampico — Tampico is available in three grades. All 
have a fast cutting action when used on Tampico or 
Sisal wheels for satin and brush effects and deburring. 


Liquid — Stevens offers both Tripoli and Stainless liquid 
compositions. They have these advantages: Excellent 
cut and color, high flash point to reduce fire hazards, 
excellent buff wear, can be stored indefinitely, are 
sprayable at 10-40 Ibs. pressure and are easily cleaned. 

We gladly submit samples of these or any other 
Stevens Composition for testing in your plant. If pos- 
sible, send us sample parts, finished and unfinished. 
Or send a description of parts and surface condition, 
buff diameter and speed, whether hand or automatic, 
and type of cleaning. 


WHY STEVENS JOB-QUALIFIED 
COMPOSITIONS ARE BEST— 


@ CONTROLLED MANUFACTURE 


Stevens has every facility to in- 
sure uniformity of formula, texture 
and dimensions. 


@ CONTINUOUS RESEARCH 


Stevens technicians are constantly 
checking new materials for adap- 
tation to customer requirements, 


@ CUSTOMER SERVICE 


Service men with practical ex- 
perience solve customers’ prob- 
lems, in their plant or in our ex- 
pe‘imental laboratory. 


@ COMPLETE DISTRIBUTION 


Stevens has three manufacturing 
plants, six warehouses and a staff 
of service representatives, all 
located for prompt service. 





METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 


| FREDERIC B. STEVENS 
ay 
DETROIT 16, resi 
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Standard size No. 

1 Industrial Salt Fog 

Testing Cabinet. Larger 

sizes are engineered to suit requirements. 


for over-all economy .. . 


You have nothing to lose—and much to 
gain—when you make salt fog tests in 
an INDUSTRIAL cabinet. These cabinets 
are built to meet A.S.T.M. B-117-44T salt 
spray test, also Army, Navy, and Air Force 
standards. 


Consider these features: 

@ Lucite nozzle with fixed orifice that does 
not corrode or clog. 

@ Rubber-lined box for protection against 
corrosion. 

e Accurately controlled enclosed heating. 

Fully insulated for heat economy. 


e Air by-pass valve to clear cabinet be- 


fore inspection of specimen. 

e Exhaust flange at rear. 

e Air compressor with oil filter. (Cabinet 
can be connected to other air dryer.) 


e Air-operated cover lifter (extra). 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Avenue Chicago 50, Illinois 
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processed, and the final surface con- 
ditions desired. 

This discussion will touch briefly on 
the storage, handling, use and possible 
reclaiming methods to obtain maxi- 
mum benefit of the available supply 
of sulfuric acid and nickel salts for the 
treatment of sheet steel prior to por- 
celain enameling. 

When sulfuric acid is purchased in 
tank cars or tank trucks, it is well to 
establish a program of routine inspec- 
tions of storage tank, transfer pipe, 
and all valves and fittings to ensure 
against loss of acid due to failure of 
these items. Installation of a safety 
shut-off in the discharge opening of 
the storage tank will permit a quick 
stoppage of flow in any emergency in 
the transfer system. Such a shut-off 
may consist of a tapered lead plug 
suspended immediately above the 
opening by means of a quick-release 
device through the top of the tank, so 
that a flip of the catch will drop the 
plug and seal the opening. 

It is believed that ordinary black 
iron pipe is suitable for all the trans- 
fer pipe except the last length pre- 
ceding the service discharge valve. 
This last length of pipe should be brass 
so that adequate flushing with water 
can be accomplished without damage 
to the pipe. (Dilute acid will attack 
the iron readily, whereas the concen- 
trated product will not.) 

A vessel of earthenware or iron 
should be placed under the service 
outlet to catch any spillage or drip 
when acid is being measured for ad- 
dition to the pickling tanks. Any acid 
thus saved may be included in the 
regular addition at any time. 

In the use of sulfuric acid pickling 
tanks the primary factors of conserva- 
tion are involved with process and op- 
erational control. Aside from any 
problems or defects resulting there- 
from, overpickling is wasteful of acid 
and should be avoided by establishing 
and maintaining rigid control of 
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VAPOR DEGREASING with “TRICLENE™ D 


(TRICHLORETHYLENE) 


cleans ordnance equipment in less than a minute! 


AIRCRAFT ORONANCE is prepared for installation by the re 
movalof grease-like storage preservatives ina manual degreaser 
“Triclene’’ D vapors reach into deep recesses of intricate parts 

quickly remove oil, grease and cutting compounds. One 
man can easily operate simple degreasing equipment 


ARTILLERY SHELLS emerge from conveyorized degreasing unit 
at assembly line speed. Fast, thorough cleaning action of 
“Triclene’’ D permits use of conveyor systems for high pro 
duction rates. Equipment is low in initial cost efficiently 
reuses solvent for maximum economy. (Navy Photo 


DU PONT 


first in solvents for 


VAPOR DEGREASING 


0BO% AnwaIVeszBa7Y 


Ate us pat OF 


BETTER THINGS FOR BETTER LIVING... THROUGH CHEMISTRY 
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WHERE SPEED IS ESSENTIAL in metal cleaning, 
as in the ordnance field, vapor degreasing 
with “Triclene’’ D Trichlorethylene meets 
top production demands. The heaviest oils 
and grease are removed from sections of all 
sizes, shapes and metals in a matter of sec- 
onds! Even the most intricate parts are thor- 
oughly cleaned at the same speed in the same 
easily operated equipment. In all types of 
vapor degreasing equipment, ‘“Triclene’” D 
gives peak performance . . . uniform results. 
It quickly cleans the most difficult parts and 
leaves them warm and dry—instantly ready 


for further processing. 


“TRICLENE” D is designed for vapor degreasing 
by the pioneers of the synthetic solvent field. 
In wide use for many years, “"Triclene’’ D is 
fully backed by Du Pont research plus the 
practical advice and assistance of Du Pont 
technical representatives. Here are ‘“Triclene”’ 


D’s outstanding properties 


@ Stable 

@ High purity 

@ Withstands moisture and heat 
@ Narrow boiling range 


@ Rated nonflammable 


FOR MORE INFORMATION about vapor degreasing with 
“Triclene’’ D, send the coupon below to: E. I. du 
Pont de Nemours & Co. (Inc Electrochemicals Dept., 
Wilmington 98, Delaware 


I. du Pont de Nemours & Co. (Ine 
Electrochemicals Dept., Wilmington 98, Delaware 

Please send me detailed information on Vapor Degreasing 
applications, advantages, equipment used __. and more facts 
on Du Pont “‘Triclene’ D. We are interested in cleaning 
products 














strength, temperature and time of im- 
mersion. The effects of each of these 
factors on the rate of attack on the 
steel surface are well known, and need 
not be dealt with at this time. Over- 
pickling is costly in that acid is ex- 
pended, and iron sulfate is gradually 
built up to the point that pickling is 
retarded and the tank must be dis- 
carded. 

Scumming of tanks results mainly 
from poor cleaning and/or poor rins- 
ing, and may eventually cause the tank 
to be discarded if not properly dealt 
with. Careful attention to cleaning 
and rinsing is the first step to be con- 
sidered, and careful removal of scums 
formed follows. Periodic dipping of 
scums during operation is helpful, and 
painstaking cleaning of the surface 
and sidewalls of cooled tanks during 
shutdowns will increase tank life. A 
blast of cold air across the tank prior 
to scum removal during shutdown will 
facilitate the collection of the scum in 


a limited area of the solution surface 
If acid is purchased in carboys most 
of the foregoing remarks are applic- 
able, and all that need be said further 
is that suitable safe storage space and 
proper tilting devices be provided. 

Of more concern than acid are the 
highly critical nickel salts. These stra- 
tegic materials are not only in short 
supply, but very expensive as well. 
This is true in some branches of the 
industry to an even greater extent 
than in others. 

In the final judgment of any process 
we are not interested solely in par- 
ticular steps or phases, but in the end 
product. The end product, as far as 
the pickling department is concerned 
is a steel surface, properly prepared 
for porcelain enameling, developed by 
synthesis, if you will, through the va- 
rious phases of preparation, each 
phase being affected by one or more 
of those preceding. 

Storage of nickel salts, whether in 





THE BEST 
COSTS LESS... 


So why take /ess than the best 
wood tanks for your plaung and pick- 
ling operations? Why risk the headaches 
inferior tanks can cause you? Take a up 
from. the hundreds of plants who have 
standardized on Kalamazoo 
Kalamazoo wood tanks for your plating and 


. Specify 


pickling operations 
Want standard or special sizes? Want fir, oak, 
cypress or redwood’ Kalamazoo can give you 


what you want 


Get the best 
esmates and suggestions for solving your 


problem 


get Kalamazoo. Send for free 
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woood TANK DIVISION 
828 HARRISON STREET 
KALAMAZOO, MICHIGAN 
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FEW OF THE MANY 


FORMAX 


PRODUCTS 


STYLE C-20 


CONTACT WHEELS 
and F-26 Belt Lubricant 


A C-20 flexible Contact Wheel will 

form itself to the shape of the work 

and permit the abrasive felt to 

polish contoured surfaces and F-26 Z | P is) Oo B U F £ S 


Abrasive Belt Lubricant will in 
crease belt life by preventing load These famous long-wearing buffs run 


ing and glazing. Produces finer cool under all buffing conditions. Con 

smoother and brighter surfaces structed of high count bias-cut cloth or 

through lubrication sisal mounted on safe steel centers 
Available in a wide range of densities 
and center diameters 














A complete line of buffing compounds in bar form as well as in liquid form for brush or spray 
application. Also Flex-A-Giu polishing wheel cements. 

Our Laboratory and Sales Engineering staff would welcome the opportunity to be of help in solving 
your finishing problems. Send for descriptive literature 





MANUFACTURED IN CANADA BY JOHN GALLOWAY LTD., KITCHENER, ONT. 
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paper bags, wood barrels or paper car- 
tons, should most certainly be ef- 
fected in a dry place. All containers 
should be placed on pallets, off the 
floor, out of danger from damage by 
passing traffic of all sorts encountered 
in the factory. Proper provision for 
“first in, first out’? consumption will 
help avoid loss due to breakage of con- 
tainers which are subject to deteriora- 
tion. Good housekeeping (a fine policy 
anywhere), to the extent of keeping 
the weighing area sufficiently clean to 
permit any spillage to be swept up and 
used, will aid in stretching dwindling 
stocks. 

Remembering that each phase of 
processing is affected by one or more 
of the foregoing phases, in using a 
nickel tank we will obtain the greatest 
benefit from our limited nickel supply 
if we consider the amount of nickel 
deposited on the steel surface as the 
key element in our process control. It 
is well known that such factors as 
time of immersion, bath temperature, 
strength, pH, amount of buffering sub- 
stance and condition of steel surface 
all have their effects on the amount of 
nickel deposited. It is necessary then 
to determine in each plant the exact 
amount of nickel required to give the 
desired results under the existing con- 
ditions; namely, steel in process, fir- 
ing procedure, enamels in use, and so 
forth, and to limit the application of 
nickel to this amount by controlling all 
the phases in the surface preparation 
process. Constant checks on weight of 
application are of prime importance 
in the conservation of nickel. The 
usual precautions against excessive 
carry-out, extraneous contaminants, 
and dilution and pH disturbance by 


carry-in must be observed. 

Any one of several methods may be 
used to avoid dumping nickel tanks 
because of the presence of iron sludge. 
Operating with low pH (3.0 to 4.0) 
will retard the formation of such 
sludge. Commercial filters for con- 
tinuous or periodic filtering of the bath 
are available. A sand filter may be 
placed in such a position that the so- 
lution may be pumped up to it and 
allowed to return to the nickel tank 
by gravity. The solution may be 
brought to pH 7.0-7.2 by the addition 
of caustic, aerated, cooled, and re- 
claimed after the iron sludge has 
settled. It is then made ready for use 
by bringing to strength and adjust- 
ing the pH with sulfuric acid. 

Reclaiming of nickel salts from 
baths rendered unfit for further use 
may be resorted to as a possible source 
of nickel if the element of cost is of 
no moment. Iron and nickel are pre- 
cipitated together, collected as filter 
cake and processed in the using plant 
or returned to the manufacturing sup- 
plier for separation. 

Conservation of materials is only the 
application of common sense practice 
to everyday process, and may be ac- 
complished by the careful analysis of 
the problems at hand and the estab- 
lishment of rigid controls in each 
phase of metal surface preparation. 
It may well be that we will learn to 
do without some things which we were 
once wasting. 


(Adapted for publication in PROD- 
UCTS FINISHING from a paper pre- 
sented at The Porcelain Enamel Insti- 
tute’s 13th Annual Shop Practices 
Forum.) 





Send NOW for this FIT-ALL 


DRUM PLUG WRENCH 


Instantly loosens, tightens 95% 
all plugs or bungs in steel drums. 
Has 16°’ extra-strong steel tub- 
ing handle. Wgt. only 2 Ibs. 
Order 1 or more today! 


THOUSANDS IN USE saving 
time, labor, accidents! 


SATISFACTION 

GUARANTEED... $3.00 

Non-sparking type ....$4.60 
Plus Parcel Post 


MORSE MFG. CO., Inc. 
125 Dickerson, Syracuse 2, N. Y 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 





Commercial rhodium plating was developed 
in our laboratories. 


BAKER & CO., INC. 


113 ASTOR SFREET, NEWARK 5, Ne J. 
NEW YORK e ‘SAN FRANCISCO ® CHICAGO 
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the EXPERIENCE thai goes 


inte the PLANNING and ENGINEERING 


item of 
ef MAHON EQUIPMENT is the 
GREATEST VALUE to you! 















The illustration above shows 
the Complete Mahon Finishing 
System installed in the Cleve- 
land Welding Company's 
plant, Cleveland, Ohio, for 
coating the inside and outside 
of projectile casings. It includes 
a five-stage Cleaning and 
Bonderizing Machine, Dry-Off 
Oven, a Semiautomatic In- 
terior Spray Coating Machine, 
a Hydro-Filter Spray Booth 
designed with rotating device 
for conveyor adapters and 
special equipment for auto- 


matic spray guns which coat 
the exterior of the Casings. 
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SYSTEMS 


LACQUER + PAINT + VARNISH 


Projectile Casings Emerging from Dry-Off Oven and Receiving their Coat of Paint on Interior Surfaces. 


Equipment for Military Paint Specifications . . . Equipment 
for Pickling, Bonderizing and Lubricating for Cold Extrusion! 


On these pages you see a Complete Mahon Finish- _ thoroughly familiar with these requirements. Mahon 
ing System for automaticaily coating the inside and engineers have also produced equipment for 
outside of projectile casings. The system includes processing projectile cartridge cases, as well as 
a five-stage Metal Cleaning and Bonderizing complete equipment for Pickling, Bonderizing, and 
Machine, a Dry-Off Oven, a semiautomatic interior application of drawing solutions in connection with 
Spray Coating Machine and a Hydro-Filter Spray cold extrusion operations. When you turn your 
Booth equipped with an adapter rotating device | equipment problems over to Mahon, you immedi- 
and automatic spray guns for coating the exterior ately enlist the services of the best qualified engi- 
of the casings. The finish is air-dried before casings _neers in this field . . . engineers with a background 
are removed from the conveyor. Three men operate _ of experience and a wealth of technical knowledge 
the entire system. If you are in need of equipment and practical know-how not available to you 
to meet Military Specification JAN C-490 Grade = elsewhere. See Mahon’s Industrial Equipment Insert 
No. 1, or PA-PG 191, the Mahon Company has in Sweet's Mechanical Industries File, or write 
already installed many complete systems and are — for Mahon’s Industrial Equipment Catalog A-652. 


» 8 &E R . cc. @ & &@ @ c 0 ® F A PY 
HOME OFFICE and PLANT, Detroit 34, Mich. . WESTERN SALES DIVISION, Chicago 4, Ill. 


Engineers and Manufacturers of Complete Finishing Systems—including Pickling Equipment, Metal Cleaning and Rust Proofing 
Equipment, Dry-Off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Systems, and Drying and Baking Ovens; 
Core Ovens, Hydro-Foam Dust Collectors, Fog-Filters, and Other Units of Special Production Equipment, 


IAHON 








Military Uses of Organic Finishes 
Ae Quartermaster Corps is responsible 


for some 72,000 individual items of sup- 

ply for the Department of Defense. It 

has been calculated that some 24 per cent 
of these items are coated with an organic coat- 
ing of the paint, varnish or lacquer nature. This 
information was given by George J. Merritt, 
Quartermaster General's Office, Department of 
the Army, in discussing the Quartermaster 
Corps requirements before the Lacquer Panel, 
featured at the Industrial Products Finishes 
session of the 63rd Annual Convention National 
Paint, Varnish and Lacquer Association. Army 
Ordnance lacquer specifications were described 
by C. F. Pickett, Aberdeen Proving Ground. 
Military aircraft finishes were discussed by Al- 
fred Malloy, Bureau of Aeronautics, Depart- 
ment of the Navy, and E. E. Jukkola, Wright- 
Patterson Air Force Base. 

According to Mr. Merritt, the major portion 
of organic coating materials that are required 
by the Quartermaster Corps has been applied to 
an item by a contractor prior to receipt of the 
item by the Corps. Products include those of a 
commercial nature, wherein the durability re- 
quirements are much the same as the item 
would receive in industrial, commercial, or hom? 
use, and those having coating requirements 
based upon what is termed military require- 
ments of the item. 

















. because H-VW-M anodes and plating chemicals 
are thoroughly tested here in this analytical labora- 
tory. That's why we can stand behind our recommen- 
dations—and our products. 

There's a lot that goes into the manufacturing of 
anodes and chemicals—a lot more than just following 
a formula. There’s quality control, strict adherence to 
the rigid H-VW-M standards—constant checking for 
purity—and in anodes there's the important question 
of design as well as operating characteristics. That 
goes not only for all the standard H-VW-M anodes 
and chemicals, but also for the special types that are 
made for specific purposes. 

The standards of purity of H-VW-M anodes and 
plating chemicals are but a few of the many results 
of H-VW-M’s more than eighty years of constant 
development in electroplating ...a continuous pol- 
icy best summed up in Platemanship—your working 
guarantee of the best that industry has to offer, not 
only in anodes and chem- 

icals, but in every phase 

of plating and polishing. 








here's how we prove the purity 
of our anodes and chemicals... 
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Army Ordnance Lacquer Specifications 


Dr. C. F. Pickett, chief, Paint and 
Chemical Laboratory, Aberdeen Prov- 
ing Ground, stated that Army Ord- 
nance had recently introduced four 
new nitrocellulose base paint specfica- 
tions representing the volume items of 
lacquer finishes used in Army Ord- 
nance. These specifications are MIL-P- 
11414, MIL-L-11195, MIL-S-10181, and 
MIL-L-10182. MIL-P-11414 and MIL- 
L-11195, insofar as Ordnance is con- 
cerned, replace JAN-P-72 and JAN- 
L-73 respectively. 

The new specifications were prepared 
in order to offer the manufacturer of 
Ordnance materiel latitude in the 
method of finishing. In time of emer- 
gency or heavy procurement many 
sub-contractors are called upon to 
manufacture certain components. Dr. 
Pickett pointed out that in some cases 
lack of equipment, physical shape or 
size, or other physical or chemical rea- 
sons may make the use of enamel types 
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Fig. 1 — Every type of Ord- 
nance equipment is handled 
at Red ‘cer Arsenal, Tex- 
arkana, Texas. A 105-mm. 
howitzer, scheduled for the 
Mutual Defense Assistance 
Program, is sprayed with 
paint before shipment. 
(Ofticial U. S. Army Photo- 
graph) 


of finishes burdensome 
because air drying 
schedules for the en- 
amel type are frequent- 
ly much too slow for 
production lines, while 
baking may not be feas- 
ible because of lack of 
ovens or power require- 
ments. With the exist- 
ing Army Ordnance 
lacquer specifications it 
is possible to use nitro- 
cellulose base systems 
for a wide variety of materiel. 

MIL-P-11414 is a red oxide primer 
containing a small amount of rust-in- 
hibiting pigment. It is generally ap- 
plied over a properly treated metal 
where excellent adhesion is obtained 
quickly. Over bare steel full adhesion 
is reached in about 72 hours, though 
this can be greatly accelerated by the 
application of heat. Figure 1 shows a 
105-mm. howitzer being spray painted 
at Red River Arsenal, Texarkana, Tex- 
as. Extensive testing has shown that 
MIL-P-11414 has very good adhesion 
over either bare or prosphated steel. 
Dr. Pickett postulated that this ad- 
hesion results from careful selection 
of inert pigments and the proper pig- 

ment to binder ratio by volume. 
MIL-L-11195 is a hot spray lacquer 
specification which includes six colors 
plus black and white. While this spe- 
cification deals with a lacquer in the 
lustreless range, the high performance 
is obtained by careful selection of in- 
ert pigments, and pigment-to-binder 
to page 52— 
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OF KALAMAZOO 
"GOOD MACHINERY SINCE ‘82’ 


Model K-46-6 Super 5 Head Rotary 
Automatic. (One of a line of Rotary, 


There is no substitute Saittine, ond. Astomans 


for EXPERIENCE 


With the new and better constantly coming into 





the picture and the old going out, these 70 years Model VRO “DIAL CONTROLLED” 

ave bee o Variable Speed Polishing Lathe with 

have not been long. ee ee 
WRITE FOR ATALOG A60 


Even so, they have piled up a big bank of experi- 
ence to which we add and draw from each day. 


We are grateful for the confidence of tens of 
thousands of HAMMOND users. For 
them and for all, through ever broadening 


research, engineering, and production, we propose MODEL RRO Single Speed—Two Spin- 

i . d ; die — Two Motor Polishing and Buff- 

to insure another 70 active and eventful years. ing Lathe. Each spindle can be driven 
t speeds from 1800 to 3600 RPM 


WRITE FOR CATALOG A60 





1622 DOUGLAS AVENUE KALAMAZOO, MICHIGAN 
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at work in the 


FORD INU ey Wile 


TRANSMISSION PLANT 


NUMBER 4 OF A SERIES 


f 


AIRK’fLUM SYSTEMS 


remove steam and chemical vapors 


The fumes of chlorinated 
solvents as well as steam 
and water vapor from 
heated soak tanks and wash- 
ing machines are controlled 
in this plant by KIRK & 
BLUM Systems. Make-up 
air is furnished by another 
KIRK & BLUM System. 


In the ultra-modern 
Ford Motor Company 
Automatic Transmission 
Plant, 37 distince KIRK & 
BLUM Systems aid in the 
production of Merc-o- 
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Matic and Ford-o-Matic 
transmissions. In heat treat- 
ing, quenching, welding, 
cleaning, machining, wood- 
working, maintenance and 
assembly operation, they 
provide “Clean Air .. . the 
INVISIBLE Tool” in this 
model plant. 


Let the experience of 
KIRK & BLUM engineers 
work for you. Write for lit- 
erature. The Kirk & Blum 
Manufacturing Co., 3116 
Forrer St., Cincinnati 9, O. 
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Cleaning tanks in the Finish Grind- 
ing Department of the Ford Auto- 
matic Transmission plant. These five 
tanks are fitted with KIRK & BLUM 
modified lateral cross draft hoods, 
which remove fumes below the op- 
erator’s breathing level. 
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SYSTEMS 
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ratio. This material was originally de- 
veloped for ammunition and compon- 
ents, but Dr. Pickett predicted that it 
would probably be more widely used 
because of its good gasoline resistance. 

MIL-S-10181 is a lacquer surfacer 
intended for use where smooth surfaces 
are required or to obtain high cover- 
age. 

MIL-L-10182 is the gloss lacquer in- 
tended for high gloss finish for such 
applications as staff cars, busses and 
ambulances. Work is in progress to 
include several colors in addition ft 
the olive drab, and also to make po: 
sible application by hot spray. By care- 
ful formulation it is possible to obtain 
a reasonably high gloss without rub- 
bing and polishing. 

Dr. Pickett pointed out that the fin- 
ishing of ammunition calls for the 
application of a grade I, JAN-C-490 
phosphate treatment followed by a coat 
of MIL-E-10687. The lacquer specifica- 
tion MIL-L-11195 is offered as an al- 





For Quality and Uniformity 
Specify 


HARRISON & PRODUCTS 


STAINLESS STEEL BUFFING AND 
POLISHING COMPOUNDS 


Faster Cutting—Increased Production 
—Economy 


Glazing Compounds 
Compounds for Spraying Or 
Dipping 
Use 4A Cement and Thinner—For Setting Up 


Wheels, Belts, Rolls, etc. — Longer Life — 
Greater. Production. 


Consult Us On Any of Your Problems. 
We'll Gladly Advise and Send Samples. 


HARRISON & CO., INC. 


Haverhill, Mass. 
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ternate and will likely be used in many 
production lines. Where phosphate 
treatment is not desirable or possible 
it is recommended that the ammuni- 
tion or components be given a prime 
coat of MIL-P-11414 to be followed by 
either the enamel or lacquer top coat. 
It is expected that considerable lac- 
quer type formulas will be used in fin- 
ishing tank and automotive items and 
components. In the finishing of tanks 
a coat of MIL-P-15328, followed by a 
coat of MIL-P-11414 and a coat of 
MIL-L-11195 olive drab is used for the 
exterior; a coat of MIL-P-15328, fol- 
lowed by a coat of each of the follow- 
ing is used for the exterior, MIL-P- 
11414, MIL-S-10181 and MIL-L-11195 
white. Busses are currently being fin- 
ished by the lacquer system. 

Dr. Pickett emphasized the fact that 
the extended use of nitrocellulose lac- 
quers on Ordnance equipment is new. 
In the development of the new lacquer 
specifications, quality and performance 
has been the goal. 

Air Force Finishing Requirements 

Dr. E. E. Jukkola, Wright-Patter- 
son Air Force Base, told the NPVLA 
panel discussion that aircraft require 
special finishes of high quality. They 
must be capable of withstanding abra- 
sion during high speed flight, exhibit 
flexibility at temperatures of minus 65 
deg. F. or lower encountered in Alaska 
or during high altitude flight, show re- 
sistance to high temperature, aromat- 
ic fuels, oils, hydraulic fluids, and so on, 
exhibit good weather durability, and 
possess a minimum of weight. The Air 
Force finishing requirements are cov- 
ered by Specification MIL-F-7179, 
“Finishes and Coatings; General Spe- 
cifications for Protection of Aircraft 
and Aircraft Parts.’’ Contractors are 
required to submit a finish specifica- 
tion for each contract to indicate the 
protection against corrosion being pro- 
vided for the aircraft and component 
parts. It is required that the protec- 

to page 56— 
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DESPATCH 


Continuous Conveyor 


FINISHING SYSTEM 


To meet a stepped-up production schedule for 
Uncle Sam, the Ceco Stee’ Products Corporation 
of Chicago, insialled this DESPATCH Finishing 
System used for cleaning, painting and finish 


baking of airplane landing mats. 


? ‘J 

The system comprises a gas heated, 2-stage, Fifty Years Experience 

ip cleaning t with alkali wash and hot 
dip C ehh unl a A “a ae - 10 DESPATCH CAN HELP YOU 
water rinse, a paint dip tank and single pass 

ee ee BOOST PRODUCTION 
finish bake oven of bottom entry, A" type de- 
sign. The oven is gas-fired and operates at a Through 50 years of continuous research and on-the-job 
maximum temperature of 350°F. Material is experience Despatch engineers have been accumulating 
facts and figures on how to give you better, higher pro- 


suspended from cross rods on a continuous con- tii 
I ducing finishing systems. Todoy, you benefit by these 


veyor, which returns to the loading zone over the years of experience when you call on Despatch to help 

top of the oven. you. Despatch engineers will gladly analyze your re- 
quirements will plan, select, coordinate and install 
complete Finishing Systems or individual units. 


ARY 
MB tee oh ts WRITE OR WIRE TODAY TO DEPT. c. 


DESPATCH 


OVEN COMPANY 


August, 1952 PRODUCTS FINISHING 















































Cuts finishing costs! 


Having proved its superiority through several 
years of extreme testing . . . on every type of 
surface, in all climates . . . Lowe Brothers “Fin- 
ishing Specialists” proudly offer Zinoxide for 
general industrial consumption. One series of 
Zinoxide tests was made by a large turbine 
manufacturer* who now uses it in place of a 
primer he had been using for 10 years. His 
tests proved that Zinoxide dried faster, gave 
a smoother surface, eliminated sanding, and 
had much greater durability! 


Here are outstanding features of Lowe 
Brothers Zinoxide which assure better finish- 
ing results and effect new economies: 


@ Eliminates the conventional bad after- 
effects of “overspray”—no rough primer 
surface to sand before finishing. 


overcomes the <2\i(0coie 
for 15 minutes or more. 


® 
metal primers Pigments used are the best rust inhibitors 


known to the paint industry. 
Amazingly durable—castings primed with 
Zinoxide can be stored outside—exposed to 
the elements for long periods if necessary! 
Can be recoated quickly with lacquer or 
with any type of enamel. 
If you're interested in eliminating some costly 
finishing problems, call on a Lowe Brothers 
“Finishing Specialist’ for additional factual 
evidence of Zinoxide’s superior qualities. Then 
put it to the test yourself! Write today. 


THE LOWE BROTHERS COMPANY ¢ Dayton 2, Ohio 
Industrial Division 


This advertisement is based 


=p 
on facts from Lowe Brothers stl Lowe Brothers 


industrial case history files. FINISHES FOR INDUSTRY 
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tive treatments and materials used in 
the finishing and coating of aircraft 
parts conform to the requirements of 
applicable specifications, and any de- 
viations and use of alternate materials 
or processes be approved. Figures 2 


Fig. 2—Organic Spray Fin- 
ishing Operation on a heli- 
copter. 

(Photo courtesy The DeVil- 
biss Company, Toledo 1, 
Ohio) 


and 3 show finishing be- 
ing performed on oper- 
ations aircraft. 

In general it is re- 
quired that all interior 
metal surfaces of the 
aircraft, such as wings 
and fuselage, be finished 
with a minimum of one 
coat of zinc chromate 
primer except magne- 
sium surfaces which re- 
quire a minimum of two 
coats. Exterior metal 

surfaces, when fabricated from Alu- 
minum 2S, Aluminum Alloys 3S, 52S, 
53S, 61S, Clad 17S, Clad 24S, Clad 75S, 


plated parts, corrosion resistant alloys 
and heat vesisting alloys, generally are 


not painted except as necessary for 


Fig. 3—This well lighted, two-section booth is used in spray finishing aircraft. It has a DeVilbiss 


air wash system with elevated water wash chambers and 


an air replacement system which 


provides over 120,000 c.f.m. 
(Photo courtesy The DeVilbiss Company, Toledo 1, Ohio) 
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Why 400? 
Deburr 1400 per hour! 


‘, 
Hones how a manufacturer of brass components for ammunition has 


stepped up production with Osborn Power Brushing: 


In the removal of feather burrs from threads and the machined surface of 
these brass parts, former output was 400 per hour. With the help of the 
Osborn Brushing Analyst, this company designed the brushing machine 
shown. The parts are placed on spindles of a rotating table. As they pass the 
Osborn Monitor Brush, they rotate and expose the entire face uniformly to 
the brush. Parts come clean and smooth... ata rate of 1400 per hour! And in 
another machine, Osborn Brushes deburr the internal threads of this part 

. smooth and fast! 

Have the OBA show you production-boosting ideas for your shop! Call 
today or write, The Oshorn Manufacturing Company, Dept. 794, 5401 Hamilton 
Avenue, Cleveland 14, Ohio. 


Osho Bru 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES 
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“CENTERLESS BRUSHING” speeds the 
production of fine finishes for cylin- 
drical parts such as this compressor 
piston. One user of this Osborn- 
developed method gets micro-smooth 
finishes at outputs as high as 10,000 
pistons per 8 hours. Can be applied 
to many sizes of parts and types of 
material. 


CLEANS SCALE. Heai treat scale on 
the tube at the left is removed by 
Osborn power brushing. Result 
shown at right, is perfectly clean sur- 
face, ready for painting. Have an OBA 
study your product cleaning opera- 
tions to find ways to cut their cost. 


FASTER DEBURRING. Here's another 
“before and after” example of gear 
deburring with the Osborn Work 
Holder Brushing Lathe. Burrs and 
sharp edges are removed uniformly. 
Production increases of 20% to 
1570% are being reported by users. 


WHAT'S YOUR PROBLEM? 


The Osborn Brushing Analyst will 
gladly help. Call him today! 
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application of insignia, markings, anti- 
glare coatings and such additional pro- 
tection as may be specified. Require- 
ments call for the finishing of exterior 
magnesium alloy surfaces with a min- 
imum of two coats of zinc chromate 
primer plus one coat of enamel or two 
coats of lacquer. All other exterior 
metal surfaces, except those previously 
mentioned, are generally protected by 
application of at least one coat of zinc 
chromate primer, plus one coat of 
enamel or two coats of lacquer. Alu- 
minized varnish, Specification MIL-V- 
6893, and aluminized lacquer, Specifi- 
cation MIL-L-7178 (superseding 
Specification AN-L-29) are most com- 
monly used because of better durability 
and resemblance to the unpainted alu- 
minum surfaces. 

Large quantities of gloss lacquer, 
Specification MIL-L-7178, camouflage 
lacquer, Specification MIL-L-6805 (su- 
perseding Specification AN-L-21) and 
the corresponding enamels are used for 
the application and maintenance of in- 
signia, radio call letters, identification 
and other markings on aircraft. 
Decalcomania are used to a limited 
extent for these applications. Specifi- 
cation MIL-L-6805 lacquer has been 
widely used for application of anti- 
glare coatings, both in the cockpit and 
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Fig. 4—A naval tor- 
pedo flask gets a thor- 
ough organic coating 
in every crevice and 
corner of the interior 
with this extension 
spray gun fitted with 
a 90 deg. nozzle. 
(Photo courtesy The 
DeVilbiss Company, 
Toledo 1, Ohio) 


on external sur- 
faces where re- 
flection of sun- 
light from the 
aluminum sur- 
faces might im- 
pair the pilot’s 
vision. Lacquer tinted to match color 
No. 3430 of Specification TT-C-595 is 
often used for the interior of personnel 
spaces and cockpits to provide a more 
uniform color than obtained by tinted 
primer alone. 

Maintenance procedures for elimin- 
ation of corrosion (Fig. 4) and provid- 
ing additional corrosion protection 
consists of treatment of the corroded 
area to remove corrosion, followed by 
application of zinc chromate primer 
and lacquer or enamel top coats to 
match the surrounding color. Dr. Juk- 
kola pointed out that a survey of stock 
issues to Air Force depots over a re- 
cent six month period indicated a 
slight preference for lacquers versus 
enamels on the basis of number of gal- 
lons supplied. The shorter drying time, 
in spite of the two coat aplication re- 
quired for lacquers, was given as the 
reason for this preference. 


Aircraft Finishes For Special Purposes 


Specification TT-L-54 covers an acid 
resistant spray lacquer for use on alu- 
minum surfaces around storage bat- 


teries. A two-coat application over 
zine chromate primer is required in air- 
craft to provide an acid proof coating 
on surfaces within 12 inches of storage 
batteries and other areas where acid 


August, 1952 

















Rollacoat for economy 
GET FINER—FASTER FINISHING! 


The benefits to be gained by using the Rollacoat method of applying 
finishes and protective coatings, to practically any type of flat materials, are 
three-fold. In the first place coating speeds are greatly increased over those 
of any other method and are governed largely by how fast the coated 
materials can be handled or dried. Secondly, the coverage per sq. ft. per 
gallon is usually at least 50% greater, the only loss being the paint removed 
from the rolls at the end of a run. In the third place you obtain finer 
quality of finish due to accurate control of thickness and eveness of coat. 

The applications of Rollacoating are numerous. Top, bottom and 
sides of practically any type of flat material, whether sheet or coil stock, 
can be coated by a single pass through the machine. 

Special equipment for cleaning, treating, coating, drying, and rewind- 
ing strip in continuous process can be constructed to special order. 





Write or wire today for the 12 
page Gasway illustrated book 
describing Rollacoat Finishers, 
their possibilities and limitation. 
6463 N. Ravenswood Ave. 
Chicago 26, Illinois 
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Eliminate Your Costly 
Finishing Department . 


ALUMINUM and STEEL COILS 


If your product calls for stamping or 
roll forming aluminum or steel, cut your 
handling costs now. Start with the finish— 
with beautiful Arrow Pre-Coated 
Coils. The Arrow finish won’t peel, chip, 
crack, fade, corrode—no matter how 
you torture it... provides maximum 
strength and rigidity, without sacrifice 
of flexibility . .. yet in most cases costs 
less than it costs to finish your own! 
Write for samples and complete infor- 


mation today. 
METAL PRODUCTS 


LLU “cotrontnen 


MASKELL, NEW JERSEY 
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| spillage may occur. Specification 3595 
| Compound has reference to a material 
'which is used to provide a corrosion 
protective coating to steel interior sur- 
|faces of fuel servicing trucks. How- 
ever, Dr. Jukkola indicated that future 
| procurements will be made under the 
| superseding Specification MIL-L-6047. 
| Use of Corps of Engineers Specifica- 
| tion T-2399 Lacquer, Vinyl Resin-Gas- 
| oline and Water Resistant, has been 
recommended for the lining of fuel 
servicing and crash fire truck tanks. 

Cellulose nitrate dopes are specified 
for use on fabric covered surfaces still 
found on the control surfaces of other 

‘than high speed fighter aircraft. The 
finish, according to Specification 98- 
| 24100, consists of two brush coats plus 
| two spray coats of clear dope, Specifi- 
cation MIL-D-5553 (superseding Spe- 
| cification AN-TT-D-514) to provide a 
dry clear dope coating weighing be- 
tween 2.5 and 3.5 ounces per square 
yard followed by two spray coats of 
| aluminized dope, Specification MIL-D- 
5552 (Specification AN-TT-D-551); 
pigmented dope, Specification MIL-D- 
5954 (Specification AN-TT-D-554); or 
camouflage dope, Specification MIL-D- 
5555 (Specification AN-D-8). 

The extent of future applications for 
lacquers in finishing aircraft will de- 
pend largely on industry’s successful 
development of materials to meet spe- 
cial needs. Some problems cited were: 
coatings resistant to rain erosion; a 
flexible aerodynamic smoothing ma- 
terial with good adhesion; a heat 
reflecting coating to provide cooler 
interior temperatures for parked air- 

‘craft; finishes for magnesium sur- 
faces; a coating resistant to ester base 
hydraulic fluids; a conductive coating 
for dissipation of static; durable clear 

| corrosion resistant coatings. 


Requirements of Military Aircraft 
| Coatings 
| Alfred Malloy, Bureau of Aeronau- 
| tics, Department of the Navy, gave the 
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HIGH TEMPERATURE 
LUCITE CYLINDER 


@ Instantly removable l-piece 
panel allows unobstructed fast 
loading and unloading 
@Withstands attacks by all 
usual plating solutions 
Can be used in temperatures 
up to 180° F. 
® Perfect contact through full- 
length l-piece negative con- 
nection, with heavy dangler 
imbedded in load 
* Negative contact can be ar- 7 bie — 
ranged to carry up to800 amps. ‘ v12"" and 14 


* Loads up to 150 pounds , tee 
inside) x . 


*%, 30'*, 36'' and 42" long. 
ee Vv," thick, 1-piece 

RICHARDS pane! construction. 
BARREL PLATER v¥1-piece doo’ with posi- 


equipped with tive locking clamps. 


HIGH TEMPERATURE 
LUCITE CYLINDER 


e Cylinder automatically lowers 
into exact position, and en- 
gages driving gears and elec- 
trical contact without attention 
from operator 

@ Anode rods, conductors, switch- 
es and connections are allcom- 
pletely insulated from tank 

* Knife switch contacts are self- 
cleaning as cylinder is low- 
ered into position 

* Selective 3-speed drive. Hand 
or tackle hoist. Ratchet mech- 
anism suspends cylinder in 
any position 

*Easy, fast loweriiig, raising, 
loading and unloading 

*Nothing plates but the load! 





Greater—Faster—Better—More st ¥Gear drive 


motor driven 


Profitable Production 
éTackle hoist 


Write For Catalog 


Tuformation 
LASALCO, INC. 


2818-38 LASALLE STREET e Tel. GRand 2990 ° ST. LOUIS 4, MISSOURI 
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NPVLA group some of the basic prop- 
erties of organic coatings necessary to 
provide optimum performance on high 
speed aircraft. Exterior finish is at 
present employed on naval aircraft to 
prevent corrosion and deterioration of 
the structure and for purpose of color, 
identification, camouflage and _ pilot 
morale. Lacquer has served the pur- 
pose remarkably well, but with the ad- 
vent of higher and higher speeds, it has 
become obvious that the present lac- 
quer-primer finish is now inadequate. 
Some structural materials, such as 
clad 75ST aluminum alloy, magnesium 
alloy, glass fabric, plastic laminate, 
and so on present adhesion difficulties 
and /or serious deterioration or cor- 
rosion problems. The leading edges 
whether fabricated from metal or plas- 
tic, require a special type of coating 
resistant to erosion or rain or other 
precipitation at speeds in excess of 400 
miles per hour. Mr. Malloy pointed out 
that the current lacquer-primer finish 


may stand up for only approximately 
a minute in rainfall at such speeds. 
Methods of application require simpli- 
fication to speed up production of new 
aircraft and overhaul. It is desirable 
that the time lag before a painted air- 
plane is delivered to the ‘flight line” 
be reduced to a matter of hours, rather 
than days. The development of refinish- 
ing materials that are less sensitive 
to temperature and humidity condi- 
tions during application is also being 
studied. 

The finish of the predictable future 
for the general airplane finishing 
schedule should be scuff-resistant to 
withstand the inevitable mishandling, 
foot traffic on the paint, and generally 
rough usage by personnel in the fuel- 
ing and maintenance of the aircraft, 
particularly under combat conditions. 
Also, outstanding adhesion is a must, 
in order to resist the excessive vibra- 
tion, oil-canning and other influences 
which may result in removal of the cur- 





O|UMBIA 





4535 HAMILTON AVE. 
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@ Electrocleaning, Electropolishing 


TANK RuEostATS & 


© REVERSING SWITCHES 
° TONG TEST AMMETERS 


MOTOR GENERATORS 


for 


Electroplating, Anodizing 


eee? 
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Protected Territories Available to Qualified Sales Engineers 


COLUMBIA ELECTRIC MFG. CO. 


CLEVELAND 14, OHIO 
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ENGINEERED 





Cite, PHILLIPS 


VAPOR DEGREASING 
for Easier, Faster, More Economical Metal Cleaning 


O MATTER what your finishing operations are, you must be sure of 
perfectly clean surfaces for the best results. Built to operate at the 
high vapor temperature of 250.2°F, Phillips degreasers assure 30% 
more cleaning action because more solvent contacts the metal. Industrial 
processing compounds with relatively high flow 
Send for Your points dissolve rapidly and are completely removed 
Free Copy of in Phillsolv vapor. Automatic thermostat control 
New ate apne 
Illustrated makes Phillips degreasers reach peak efficiency 
Degreaser faster, consume power only when needed, and 
Bulletin “aie > ne : 
eliminate waste consumption. Phillips units operate 
with extra economy, have the greatest cleaning 
power, and assure chemically clean metal surfaces. 
Complete line of standard and special models meet 
all requirements. Check with Phillips today on your 
metal cleaning problems. 








boise: See Phillips in Booth C-1 at Industrial Finishing Exposition, 


June 16-19, International Amphitheatre. Chicago. 


Dp, THT} 3457 TOUHY AVENUE e CHICAGO 45, ILLINOIS 
/@° raz ips MANUFACTURING COMPANY 
- ati 





ENGINEERED METAL CLEANING EQUIPMENT 
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How SEND FOR COMPLETE 
TYPICAL FOSTORIA OVENS AT FACTS — Write for this 
KAISER-FRAZER CORPORATION 


brochure of technical facts 


on Infra-red with case 
Larger picture shows oven for body 


histories of many installa- 


finish baking. Controls vary heat wie tee tions. Tell us about your 
for baking prime coat at 350F for fests singer cen le 
12 minutes and finish lacquer coat ss sale: sales aie 
at 175F for 12 to 15 minutes. Inset operations. 

picture shows smaller oven used for 

baking prime and finish coats on 


smaller parts. THE FOSTORIA 





A Fostoria Infra-red oven is a lot 
more than a collection of lamps. Only 
Fostoria has Gold Plated Oven Walls 
and Evenray Reflectors —the vital 
key to Infra-red efficiency. Only Fos- 
toria directs, reflects and redirects 
Infra-red rays uniformly with the 
highest production utilization of en- 
ergy. No other equipment can match 
the speed, quality, and low “per 
piece” cost of Fostoria finish baking. 
Everywhere, finishing departments are 
cutting costs, speeding production, 
saving floor space, saving manhours 
by modernizing with Fostoria Infra- 
red ovens. Get the complete facts, 
now. Case histories of installations 
applicable to your production are 
available on request. 


Highest productive utilization of energy 


— lowest energy loss 


Uniform heat distribution to all product 


surfaces 


Instantaneous heat, instantly controlled 
—no stand-by time — no overheating 


Lowest unit production cost and finest, 


most durable finishes 


THE VITAL KEY TO 
INFRA-RED 
EFFICIENCY 


POLISHED ALUMINUM 


40-50% 
PAINTED ALUMINUM 


GOLD PLATED OVEN WALLS 


Gold is by far the best reflector of Infra-red rays, 
98% efficient. There is practically no energy loss 
through the gold plated Fostoria oven walls. Use 
of any other reflecting surfaces would absorb and 
waste 15% to over 50% of all Infra-red rays, 
(See chart). Obviously, the KW consumptioa 
per unit production is much less with a Fostoria 


EVENRAY REFLECTORS 


Fostoria gold plated reflectors are scientifically 
designed to direct and uniformly distribute energy 
on the Fone being processed. There are no hot 
oo. hatever the critical temperature of the 

nish is, Fostoria ovens produce the temperature 
evenly over the whole product surface. Only Fos- 
toria has these vital features. 


te, 
fostoria 
Oven? 


Listed by Underwriters’ Laboratories, Inc. 


PRESSED STEEL CORPORATION, Fostoria, Ohio 


Oldest and Largest Manufacturers of Industrial Infra-red Ovens 
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PROPERTIES OF AIRCRAFT FINISHES 


CHARACTERISTIC 


REQUIREMENT 





Tensile Properties 


Thickness of Finish System 
Weather Resistance 


Scuff resistance in thickness of 
approximately 0.003 inch. 


Adhesion to clad 75ST alumi- 
num, FS-] magnesium and glass 
fabric laminate. 


Resistance to non-flammable 
hydraulic fluid MIL-F-7083 (Aer) 
51F22 (Aer) for 1 week. 


Low temperature flexibility 
(-55 deg. F.) 
Softening temperature 


(Based on data presented b 


High tensile strength and high elongation at 
rupture. 

0.003 inch maximum 

More than two years on Florida outdoor ex- 
posure before incipient failure. 

Must resist excessive but unavoidable field 
mishandling, such as scuffing by shoes, im- 
pact from ladders and gasoline hose noz- 
zles, and so forth. 

Satisfactory as determined by adhesion test 
methods. 


Satisfactory 


Shall withstand a 180 deg. bend test around 
a ¥2-inch mandrel. 

Above 250 deg. F. before first indications of 
softening. 


Alfred Malloy, Bureau of Aeronautics, Navy Dept., before 


the Lacquer Panel at the 63rd Annual Convention of the National Paint, Varnish and 
Lacquer Association.) 











rent lacquer finish. All possible steps 
are being taken to improve the adhe- 
sion by careful attention to surface 
preparation, cleaning procedures and 
application techniques. Wash primer is 
being used to an increasing extent to 
further improve the adhesion of the 
present standard primer-lacquer fin- 
ishing system. 

Mr. Malloy pointed out that the de- 
sired aircraft finish should have a min- 
imum durability of two years before 
incipient failure, have universal ap- 
plicability to a variety of aircraft 
structural materials, and require a 
minimum of surface pretreatment or 
preparation. Some of the properties of 
the finish which have been established 
as the desired goal are summarized in 
Table I. Elastomeric coatings have 
been considered. An example of one 
type of finish soon to be service test 
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flown, in addition to the most promis- 
ing proprietory offerings to date, con- 
sists of wash primer, plus a vinyl 
anti-corrosive primer, followed by a 
vinyl-lakyd topcoat. 


Tests for Military Finishes 


Mr. Malloy discussed some of the 
tests useful in establishing suitability 
of finishes. The tape adhesion test and 
examination for absence of blistering 
should be conducted on panels placed 
in a humidity cabinet at 120 deg. F., 
95 to 100 per cent relative humidity, 
for 30 days, by removing the panel 
from the humidity cabinet and after 
wiping off surface moisture, applying 
a piece of Federal specification UU-T- 
106 masking tape and then pulling it 
off with one abrupt motion. The paint 
should be examined for signs of fail- 
ure. This examination should be sup- 
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ARSHAW 


CADMIUM FLUOBORATE 


LEAD FLUOBORATE 


‘ COPPER FLUOBORATE 
- + ho Te SARS aN 


TIN FLUOBORATE 
in CLEVELAND + 1945 E. 97th St. iia ecaemall 
in CINCINNATI + 611 American Bldg. 
in CHICAGO - 505 North LaSalle St. 
in DETROIT - $240 Hubbell Ave. 
in HOUSTON + 6622 Supply Row MICHEL PECSORATS 
in LOS ANGELES - 3237 South Garfield Ave. 
in NEW YORK + 420 Lexington Ave. 


in PHILADELPHIA + Jackson and Swanson Sts. 


in PITTSBURGH + 7th and Carson Sts. = 
a H ARSHAW 


ZINC FLUOBORATE 


FLUOBORIC ACID 


mt HARSHAW CHEMICAL <o. 


1945 East 97th Street, Cleveland 6, Ohio 
BRANCHES IN PRINCIPAL CITIES 
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THIS 
BOOKLET 


Bet | oe 
HELPS SOLVE YOUR 
FILTRATION PROBLEMS 


Your Titeflex" Filter Booklet is ready 
Send for it now Read about Titeflex Filters 
... their simple, fool-proof construction . . 
simplicity of operation . . . efficiency . . 
continuous economy in use and maintenance 


Your Titeflex Engineer is available, tco, 
to consult with you on your filter problems 
He'll help analyze your needs . . . select just 
the right equipment . . . give you the plain 
facts on costs. 

Send the coupon today for your free copy 
of the Titeflex Filter Booklet—or for advice 
from a Titeflex Engineer. No obligation 

Businesses served by Titeflex Filters include .. . 
Chemical Wine Water 
Electroplating Beverages Food Processing 
Soop Distilling Edible Oils 
Cosmetics Dry Cleaning Food Extracts 
Pharmaceuticals Paints & Lacquers Machine Tool 


Let Our Family of Products 
Help Yours 


TITEFLEX, INC. 
531 Frelinghuysen Ave. 
Newark 5, N. J. 


Please send me a copy of 
your Free Booklet about Tite- 
flex Filters 


We need the advice of a 
Titeflex Filtration Engineer .. . 
without obligation on our part 


NAME 
TITLE 
COMPANY 
ADDRESS 

















|plemented by observation of a dry 


. | panel under a binocular microscope at 


30X magnification when manipulated 
| with a blunt, steel needle, for obvious 
physical characteristics. 

Properties such as tensile strength 
and elongation at rupture are con- 
ducted on free films of the material, 
prepared on amalgamated tin panels 
or other appropriate methods. The 
Scott Inclined Plane tester was stated 
ito be a good instrument for running 
film strength and elongation tests. 
| Malloy stressed the worthwhile charac- 
| ter of tests on free films, stating that 
|/in no other way can the tensile prop- 
erties of the material be so accurately 
verified. 

For hull bottoms, it is required that 
| the finish will withstand soaking in 
water for several months, without any 
impairment of adhesion or film proper- 
ties. The finish must also stand up 
/under conditions of taxiing through 
water at high speed. The incorporation 
of antifoulants to resist marine growth 
| and barnacle attachment is a very im- 
|portant additional requirement. For 
leading edges, a highly extensible fin- 
|ish, with instantaneous rebound, hav- 
ing outstanding adhesion to plastic 
;and metal, and embodying an anti- 
corrosive primer in the case of the 
|metal finish is needed. Government 
aeronautical workers have contributed 
test methods of benefit to the entire 
organic coatings field; specifically: The 
Ultracentrifugal Adhesion Tester; the 
Air Force High Speed Rain Erosion 
| Tester; the new ASTM Ring-and-Ball 
| Softening point Test Method; and the 
| NRL Filmeter. 


Electropolishing of Silver Shows 
| Cyclic Behavior 


| TUDIES have been conducted at 


| 


Foundation to 
to page 72— 
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PUBLISHED PERIODICALLY BY HERCULES POWDER COMPANY IN THE INTERESTS OF BETTER FINISHES AND FINISHING 





Western Electric Now Reeconditions 
Telephone Equipment With Hot Lacquer 


Switchboards, Booths, and Coin-Boxes Finished 
Faster and Better with One Coat Hot-Spray 





Telephone Sales Division of Western Electric Company, Ine., which maintains 

the repair shops for reconditioning telephone equipment, reports reduced work 

in process, elimination of storage between coats and less spraying equipment per 

shop since switching from two coats of cold lacquer to one coat of hot lacquer. 

Because hot lacquer finishes are relatively unaffected by varying humidity con- 

ditions, blushing has been greatly reduced. Another advantage is that one Western 

Electric lacquer specification is now being standardized for all 28 repair shops. 
Learn more about hot lacquer for industrial 

and defense finishes—write for information and 

government specifications on laequer. 


HERCULES POWDER COMPANY 


Cellulose Products Dept., 927 Market St., Wilmington 99, Del. 


Hot lacquered switch- 
board crated and 
ready for shipment 


Telephone booth gets 
“new look’? with hot 
ad : : é lacque 
Reconditioned coin-box being spraved with acres 
hot lacquer 
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HERE’ in finding 
their causes and cures! 


Bothered with sags... poor adhesion .. . improper drying 
. other product finishing difficulties? 


This new Sherwin-Williams brochure offers a handy check 
list for determining causes and cures of most common finishing 
problems. It’s part of the on-the-spot, local industrial service 
offered to manufacturers everywhere, through the Brown Label 
line of Sherwin-Williams Industrial Product Finishes and Sher- 
win-Williams Branches. 








These products include a complete line of quality industrial 
lacquers, enamels and specialty finishes for both wood and metal 
... baking and air-drying. 

Check this handy local source for your requirements . . . ask 
your nearby Sherwin-Williams Branch for free copy of Brochure 
CFP-513 described here, or write The Sherwin-Williams Co., 
General Industrial Division, Cleveland 1, Ohio. 





SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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HOW TO MAKE @) FRIENDS 
? 
J 
AND INFLUENCE et) PEOPLE 





W 


in favor of your quality-finished, quality products 


You can make an attractive, quality finish on your products pay off even 
more. Provide an added sales plus ... an added sales clincher . . . by finish- 
ing with Sherwin-Williams Custom Finishes and identifying the finish with 
the Sherwin-Williams name and trademark. Thus, you contribute the added 
sales appeal of the best known name in finishes. No other symbol in the world 
says ‘‘This is a quality finish!” to so many people, so quickly, so emphatically. 

Sherwin-Williams identification aids—tags, seals and decals—are avail- 
able to users of Sherwin-Williams quality product finishes. They offer an 
excellent opportunity to further capitalize on the inherent advantages of 
these outstanding materials. Tags may carry your own individualized 
message on the reverse side to support your own sales or service program. 


Ask your Sherwin-Williams Industrial Representative for 
details, or write The Sherwin-Williams Co., General Indus- 
trial Division, Cleveland 1, Ohio. 


~ ui 
Another Product of | i 
Sneawin-Wittiams 


“Sp SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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determine the effect of voltage regula- 
tion on the cycling observed in the 
anodic electropolishing of silver in a 
cyanide solution. The work, which was 
recently reported by H. T. Francis and 
W. H. Colner in the ‘Journal of the 
Electrochemical Society,” was a part 
of a larger program directed toward 
improvement of electropolishing tech- 
niques. Periodic fluctuations in current 
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5—Schematic electrical circuit used in 

silver electropolishing studies at Armour Re- 
search Foundation. 

(Illustration courtesy Electrochemical Society, 

New York N. Y.) 


Fig. 


(cycling) have been noted for a num- 
ber of electrode reactions. These in- 
clude both anodic and cathodic proc- 
esses. The banding encountered in elec- 
trodeposition of alloys is an example 
of cathodic cycling, while electropol- 
ishing of certain metals gives rise to 
periodic fluctuations in the current due 
to alternate formation and dissolution 
of an anodic film. 

Variables which have been recog- 
nized as affecting the cycling charac- 
teristics are solution composition, tem- 
perature, agitation, and preparation of 
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specimen. However, as pointed out by 
Francis and Colner, very little atten- 
tion has been given to the effect of the 
electrical source on the cycling. In par- 
ticular, little study has been given to 
the effect of voltage regulation, that 
is, the ability of the power source to 
maintain constant voltage at varying 
current loads. All data reported were 
obtained using a silver electropolish- 
ing bath of the following composition: 
Constituent Concentration 
Silver cyanide (AgCN) 43.5 gm./1. 
Potassium cyanide (KCN) Free 
ee 45 gm./I. 
Potassium carbonate (K,CO.) 
nalts _. 89 gm./1. 
The electropolishing bath was used 
at room temperature (72-77 deg. F.). 
Specimens for use in the tests were 
prepared prior to each run by deposit- 
ing 0.0001-0.0003 inch of silver on a 
pure silver base. Specimen size was 1 
by 2 inches, immersed in the electro- 
polishing bath to a depth of 1.25 inches. 
The cathodes were pure silver and were 
2 by 4 inches, immersed 2 inches. The 
specimen was placed centrally between 
two cathodes with an anode-to-cathode 
spacing of 2 inches. The arrangement 
used in these Armour Research Foun- 
dation studies is shown in Fig. 5, to- 
gether with the electrical circuit used. 
The circuit consisted of a simple po- 
tentiometric source in which a current 
of about 10 amperes was _ passed 
through two carbon pile rheostats. 
Since the current drawn by the electro- 
lytic cell was of the order of 0.4 am- 
pere, very little variation in source 
voltage was produced by fluctuations 
in load current. Thus, the source had 
good regulation. In order to provide 
variable regulation in the voltage sup- 
plied to the cell, a tapped fixed resistor 
R was inserted. Taps were provided 
at several points so that this resistance 
could be varied in steps from 0 to 15 
ohms. The Brush oscillograph (Model 
PGR) was used to study the cyclic 
electrode phenomena. It has a frequen- 
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Pittsburgh Brushes Jahed these Foblem/ 


| 1 cLEANING RED-HOT CASTINGS in 30 seconds! 


A Pittsburgh brush answered U. S. Pipe and Found- 
ry's problem of cleaning red-hot castings. This rugged 
brush works 40 hours a week, turning out thoroughly 
cleaned castings at the rate of one every 30 seconds 
. a speed record for any brush cleaning operation 

> of this type. 


2 POLISHING 10,000 heating units! 


When the Edwin L. Wiegand Company wanted to 
remove ragged edges from their Chromalox Heating 
Units economically and fast, they turned to rough, 
tough Pittsburgh Brushes for the answer. The 6” 
Pittsburgh steel wire brushes they installed polish 
10,000 heating units during their life. 


may. x" 
‘ 


3 CLEANING WELDS in close quarters! 


Allis-Chalmers’ problem was to find a brush narrow 
enough to fit between cooling fins of transformer radi- 
ators, yet strong enough to remove slag and spall on 
welds which could conceal pressure-reducing pinholes. 
Pittsburgh engineers recommended an 8” rotary wire 
brush. Problem was solved ! 


Let Pittsburgh Engineers Solve Your Brush Problems. 


Pittsburgh’s complete line of brushes of every type, for 

every purpose, will provide a practical and economical solu- 

tion of any brush problem you might have. Drop us a line ‘ 
on your company letterhead for a copy of our new booklet that shows, 
through actual case histories, how Pittsburgh can help cut your brushing 
operation costs. Address: PirrsBURGH PLATE GLass Company, Brush 
Div., Dept. W-6, 3221 Frederick Ave., Baltimore 29, Maryland. 


PITTSBURGH , 
Fewer BRUSHES 


BRUSHES ° PAINTS ° GLASS ° CHEMICALS e PLASTICS 


PITTSBURGH PLATE GLASS COMPANY 
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cy response of 1-120 cycles per second 
and chart speeds of 5, 25, and 125 
mm./sec. When operated with its am- 
plifier, current records could be ob- 
tained from the voltage drop across 
the ammeter shunt. It was reported 
that in all cases in which cycling was 
observed, the average bath current was 
0.38 to 0.44 ampere. 

Certain general observations were 
drawn from the data. The portion of 
the cycle representing the depolariza- 
tion and the beginning of polarization 
is rapid, while the remaining part of 
the polarization cycle is slower. The 
amplitude of the current oscillations 
seems to be maximum at intermediate 
voltages for each resistance value. 
Maximum frequency is obtained with 
minimum series resistance, that is, 


greatest voltage stability. The nature 
of the electropolishing action was ob- 
served for each run. Best polishing was 
obtained at highest frequencies, which 
in turn were produced by greatest volt- 


age stability. 

Francis and Colner pointed out that 
the theory of alternate film formation 
and breakdown appears to explain the 
phenomenon observed in these studies. 
Based on the above theory, the mech- 
anism of the electropolishing cycling 
effect was postulated. At the begin- 
ning of a cycle, a relatively high cur- 
rent flows. This results in considerable 
concentration polarization at the an- 
ode, i.e., decrease in CN and increase 
in Ag+ concentrations. Consequently, 
the current decreases rapidly. A point 
is reached where the solubility product 
of AgCN is exceeded, and precipita- 
tion and film formation takes place. 
This corresponds to a pip in the polari- 
zation curve. The momentary increase 
in the current may be due to the sud- 
den removal of Ag+ by precipitation 
from the supersaturated solution. The 
remainder of the polarization cycle 
represents film buildup, resulting in 
further decrease of the current and 

to page 78—> 





SAVE sot 
— wea a 


SS 4.455 
© VAPOR DEGREASERS 


You can save dollars on your cleaning operations by installing 
CIRCO Vapor Degreaser in your production line. With its use metal 
parts cleaning is speeded up and made more efficient. Grease, oil and 
dirt are quickly and effectively removed from the parts by the vapors 
of the solvent. Chips, insoluble impurities, buffing compounds and stub- 
born dirt are completely removed with clean solvent flushing. Mainte- 
nance and operation costs are at a minimum. Solvent is distilled and 
reclaimed automatically. 


WRITE FOR —complete cafalog CIRCO VAPOR DEGREASERS available in all types, vapor, vapor- 
Use PER-SOLV or CIRCO-SOLV immersion, vapor-spray and combinations. All sizes from small batch- 

a . type degreasers to custom-built monorail or cross-rod conveyor models. 

for oll Vapor Degreasing requirements 1666 


TOPPER EQUIPMENT COMPANY 


MATAWAN, NEW JERSEY ' OFFICES IN PRINCIPAL CITIES 
MANUFACTURERS OF VAPOR DEGREASERS AND METAL PARTS CLEANING EQUIPMENT 
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Just as cool, refreshing 
waters entice the bather, 
a beautiful finish 

on your product entices 
the buyer. 

Endow your product with 
an attractive finish... 

for as the coating is the 
final step in pro- 
duction, it is the first step 
toward sales. 

We will undertake your 
finishing problems 

with a critical viewpoint; 
furnishing durable, 
long-lasting coatings that 
will emphasize the 
richness and sales-appeal 
of your products. 

Write or telephone us re- 
garding your needs. 











Affiliate 
GORDON BARTELS CO. ROCKFORD tb tC eNee ss 


Roller Coating Specialists yo ee facturers of Protective and Decorative Coatings 
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Here is a list of the most important Parker 
Products used in the metal working indus 
try today. It's an expanding list. growing 
as Parker research develops new products 


to broaden the field of metal treatment 


Some of these products add durability 
and protect appearance by anchoring the 
paint and controlling corrosion. Another 


enhances performance and prolongs the 


=>" 


gE wane 


The standard surface preparatior 
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How many of 
you use 


life of wearing surfaces. Others bring im- 
portant benefits to production lines, mak- 
ing new techniques practical, improving 


conventional operations 


Every Parker Product listed here has 
proved itself. Each one is formulated and 
manufactured to the high Parker standard 
of quality to work for you with highest 


efficiency, dependability and economy 


1s 1) 
1g all | 


BONDERITE AND 
BONDERLUBES 


Cold forming of metals is faster, easier, and more 
economical of time and metal because of this proven 
combination. Bonderite and Bonderlube combine to 
form a lubrication system that makes metals flow 
die life, cuts metal loss. Years of 
experience are behind this Parker development —90% 
of all seamless steel tr z (and millions of feet of 
with Bonderite. Many Ord 
manufactured with this aid. 


smoothly, lengther 


welded steel tube) is drav 


nance items are now 


*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg. U.S. Pat. Off 
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these PARKER PRODUCTS do 


to make your metal products better’ 





J 


| | PARCO LUBRITE z PARCO COMPOUND 


nder walls, pistons, rin shafts, valves For 35 years, this Parker product has meant quality 
Lubrite 1s used ‘reate a nonm 1 rust resistance for iron and steel. The dense crystalline 
phosphate coating becomes integral with the metal and 
1 n excellent base for rust preventive oil or paint 
ny iron or steel article, small or large, simple 

vy be treated with Parco Compound 








| | PARCOLACS | PARCO CLEANERS 


A useful group of specialized products made uy An outstanding line of metal cleaners formulated to 
1 condition the metal for the next step in finishing, as 
rust preventive well as to remove grease and soil efficiently. Alkali, 





various finishes for use after 
wax base finishes, stain 
suitable for dip, spray or 


ntrifuge application. Avai acid, and emulsion types, each formulated to meet 
able for quick or slow drying requirements. Parcolacs certain conditions of soil, production requirements, and 





add desirable appearance and performance qualities finishing operations which follow 


ee Pee PARKER PRODUCTS MEET GOVERNMENT SPECIFICATIONS 


Park er RUST PROOF COMPANY, DETROIT 11, MICH. 


} Please send me information on PARKER RUST PROOF COMPANY 
| memes eae 217 — E. Milwoukee, Detroit 11, Michigan 


Bonderite 


7 . 
Mail this Bonderite and Bonderlube NAME 


Parco Lubrite 


> Parco Compound FIRM 
coupon today! pat 


Parco Cleaners ADDRESS 
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anode dissolution rate to very low val- 
ues. Sufficient free CN can now dif- 
fuse to the anode to redissolve the film. 
This is the depolarization part of the 
process and completes the cycle. As 
noted above depolarization occurs rap- 
idly and appears to be independent 
of voltage. On the other hand, the po- 
larization rate increases with voltage. 
Therefore, for a given value of series 
resistance, higher voltage produces 
higher cycling frequency, up to the re- 
gion of unstable cycling. 


+ * * 


Plating On Stainless Steel 


NTATIVE recommended practice 

for preparation of and plating on 
stainless steel recently developed by 
A.S.T.M. Committee B-8 on Electro- 
deposited Metallic Coatings* sets forth 
three basic steps in the following or- 
der: removal of scale; removal of oil, 


MOST REVOLUTIONARY DEGREASER DEVELOPED! 


BAR- Lveror DEGREASER 


Use Solvent Drum for a Tank! 
LOW IN COST—ECONOMICAL 
PORTABLE and PRACTICAL 


How BAR-L Degreaser Works 
Trichlorethylene solvent is heated to a 
boiling point in lower section of drum 
Vapors condense on work and wash off 
oil, grease and dirt. Most 
parts can be cleaned in 
Vopor seconds! Solvent vapors 
pee are kept inside the drum 
by a scientifically -de 
| signed condenser which 
returns solvent to boiling 
chamber. REMEMBER: 
Anything that can fit into 
a solvent drum can be 
cleaned in a BAR-L De- 
greaser! And it's priced 
right! 


Work Rest 


iquid Solvent 





Ui 7 Write for details on 








* Patent Pending other ‘‘MP’’ Degreasers. 


Manufacturers Processing Co. 


METAL CLEANING CHEMICALS AND EQUIPMENT 
1361 HILTON ROAD DETROIT 20, MICHIGAN 
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grease or other foreign material by 
cleaning; activation immediately be- 
fore plating. Various metals are elec- 
trodeposited on stainless steel for such 
purposes as color matching, lubrica- 
tion during cold heading, spring coil- 
ing, and wire drawing operations, 
reduction of scaling at high tempera- 
tures, improvement of wettability (as 
in fountain pens), improvement of heat 
and electrical conductance, prevention 
of galling, jewelry decoration, and 
staving off superficial rusting where 
appearance is important. 

The surface of stainless steel is nor- 
mally resistant to a wide variety of 
corrosive elements. This property has 
been attributed to the presence of a 
thin transparent film of oxides. It is 
impractical to obtain an adherent elec- 
trodeposit over this film. However, once 
this film is removed by a surface acti- 
vation treatment, and kept from re- 
forming until the surface has been 
covered with an electrodeposit, any or 
the common metals may be electrode- 
posited successfully. 

Scale on stainless steel, as the result 
of heat treatment during or subse- 
quent to fabrication or forging, must 
be completely removed to obtain sat- 
isfactory adhesion of the electrodepos- 
it. Two basic methods are used: me- 
chanical methods such as tumbling 
and sandblasting; chemical methods, 
such as pickling in acid solutions or 
in molten salts. Various cleaning pro- 
cedures have been used prior to plat- 
ing, including spray cleaning, vapor 
degreasing, soak cleaning, and electro- 
cleaning. In anodic electrocleaning, 
when brightness is important, alkalin- 
ity should be kept as low as the part 
will permit. 

Activation 

After the cleaning operation and 
prior to plating, the stainless steel 
parts must be completely activated 


* A.S.T.M. Designation: 
1951. 


B254-51 T, Issued 
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‘magic. [ 


im your hands y 


{ 


This F4 in your hands, may — 
well solve all your problems of © 
BLACK OXIDE finishes for metal. » 


Here is data on tanks, tempera - 
tures, cleaners—and the facts about 4 
BLACK MAGIC Type A BLACKEN- : 
ING SALTS. 


This new BLACK OXIDE finich i 
easily blackens heat-treated — 
pieces, uses less salt, operates at 
a lower temperature, requires no — 
rectification by cyanide additions, 
requires only one tank, one salt. ~ 


BLACK MAGIC MEETS GOV’T 
SPECS 57-0-2C Type 3, 51-70-1A: 

Finish 22.04, AMS 2485 and all 
other black oxide specs. 4 


WRITE TODAY for your copy'of 
BLACK BOOK. - 











THE MITCHELL-BRADFORD CHEMICAL CO. 
Stratford, Connecticut 


Please send me the BLACK BOOK on Protective Finishes. 





Nome a .-Position.. 


st 





Address........-0000 ‘ . ersoceevemsagnniennenean 
City mectieiatesinntiiain Stote 





THE MITCHELL-BRADFORD CHEMICAL CO. 


2446 MAIN ST. STRATFORD, CONNECTICUT 
Sales and Technical Service also available at our Chicago office: 
7001 North Clark. Representatives in all leading cities. 





QUALITY PRODUCTS OF CHEMICAL RESEARCH 6) 


August, 1952 PRODUCTS FINISHING 79 























to remove the thin transparent film of 
oxides from the surface to be plated. 
This film will reform if parts are al- 
lowed to dry or are exposed to oxygen- 
containing solutions. For this reason 
it is important that the shortest in- 
terval practical should elapse between 
the time the parts are removed from 
the activating solution and covered by 
the electrodeposit. 

A number of activating procedures 
are described in the A.S.T.M. tentative 
recommended practice. One suggested 
practice employs cathodic treatment 
in a 5 to 50 per cent sulphuric acid 
solution at room temperature, for 1 to 
5 minutes, at a current density of 5 
amp./sq. ft., or using 5 to 50 percent 
hydrochloric acid with a current den- 
sity of 20 amp./sq. ft. A two-step ac- 
tivation procedure consists of immer- 
sion in hydrochloric acid (10 to 30 
per cent) at room temperature, fol- 
lowed by cathodic treatment in 5 to 
50 per cent sulfuric acid. Immersion 


in a 20 to 50 per cent sulfuric acid so- 
lution at 150 to 180 deg. F. (use higher 
temperature for the lower concentra- 
tion) for at least one minute after 
gassing starts is another activated 
method. This treatment will produce a 
dark, adherent smut which is removed 
in the plating bath. An activation 
method that has been used with suc- 
cess for chromium plating on stainless 
steel automotive parts in a conveyor- 
izer process involves immersion in a 
solution of 0.1 per cent hydrochloric 
acid plus 1.0 per cent sulphuric acid 
at room temperature for 26 seconds. 

Other procedures utilize a simul- 
taneous activation-plating treatment. 
One method involves anodic treatment 
at 20 amp./sq. ft., for 2 minutes, at 
room temperature, in a solution made 
up of 32 oz./gal. of nickel chloride plus 
11 oz./gal. of hydrochloric acid. This 
is followed by cathodic treatment in 
the same bath for 6 minutes at 20 
amp./sq. ft. A procedure that has been 








NOW! 
Handy 


Tack Cloth in 
Rolls or Cut Bulk 














Now you can get Tack Cloth packed the way it's easiest for you to 
use—either in 150 yard rolls of 36‘' wide cloth or in handy cartons—100 
or more Tack Cloths to the carton. 

No matter which way you buy it, you can be sure that every square 
inch will stay SOFT and TACKY until the very last bit is used up. 


The Cut Bulk size is 18'' x 36’‘—folded to 41/2’' x 18'’ for easy handling. 


IN ROLLS 
Cut off any size piece 
and use as needed. 


Wax-Free. 





All of our Tack Cloth is Spontaneous Combustion-Proof, 
It‘s clean and sanitary—there’s no waste. 


Write today for complete information, prices and samples. 


BOND CHEMICAL PRODUCTS CO. 


Lint-Free and 


(Formerly Baughn Chemical Products Co.) 


“The Tacky Wiper Specialists’ 
2639 N. Clybourn Ave. 


Chicago 14, Ill. 








CUT BULK 


Also Individually Packed in Glassine 
Envelopes — 144 to the Carton 








Already cut and foided, 
ready to use. 
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—- A WARRANTY OF SATISFACTION IN EVERY CARTON — 
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CHECK 


.. then choose 


ATLANTIC 


Grinding Wheels for 


V Maximum Productivity vy Complete Safety 


Y 100‘ ( Speed-Tested Durability Y Lower Operating Costs 


EVERY SINGLE ATLANTIC WHEEL 
MADE — from the 2 inch size right on up 
—-is test run at a 50‘; higher speed than 
that required for normal snagging opera- 
tions. This assures smooth, dependable 
cutting action plus an extra measure of 


on-the-job safety. Then, too, because all 
Atlantic Wheels are made with a special, 
extremely rugged Resinoid Bond, they 
naturally wear longer . . . permit continuous, 
high-speed grinding . . . and never have to 
be dressed to restore cutting surfaces. 


CHECK THESE and other time and labor-saving Atlantic advantages 
for yourself. Send for the new, fact-packed Atlantic Grinding Wheel 
Catalog today . . . you'll find it's filled with complete information on 
hundreds of different type wheels for every job in the shop. Atlantic 
Abrasive Corp., 555 Pearl St., So. Braintree, Mass. 


ATLANTIC ABRASIVE CORP. 


South Braintree 85, Massachusetts 


“WHERE EVERY WHEEL IS 


1 SPEED TESTED” 
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Quality 
starts with 
a Superior finish 











The finish on your product reflects the 
craftsmanship, the quality of that item. 
That’s why so many metal fabricators 
specify Haskins Flexible Shaft Machines 
for all their polishing, sanding, grind- 
ing, buffing, and filing operations. Like 
this manufacturer of stainless steel sinks, 
they have found that Haskins power and 
the right attachment provide precision 
operation that assures quality production. 

Because you handle only a light hand- 
piece—not a heavy motor—you find that 
operator fatigue is reduced, production 
goes up. And multi-speed power allows 
selection of the right speed for varied 
operations. 

You'll find the right combination of 
power, speed and attachments for your 
specific application in the complete 
Haskins line. Write today and ask for 
our recommendation on your grinding, 
sanding, filing or polishing job — no 
obligation, of course. R. G. Haskins Co., 
2643 W. Harrison St., Chicago 12, III. 


Your choice of Bench 


Mounted, Suspended, or 
Pedestal Mounted. 


FLEXIBLE SHAFT EQUIPMENT 
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| action 
| chromium-alloy coating was produced 


‘used in the automotive industry for 


nickel plating on 18Cr-8Ni stainless 
steel uses a cathodic treatment at 10 
volts in 65 per cent sulfuric acid for 
2 minutes at room temperature, fol- 
lowed by cathodic treatment at a cur- 
rent density of 150 amp./sq. ft. for 
2 minutes in a bath made up of 32 
oz./gal. nickel chloride plus 12 per cent 
hydrochloric acid. Parts are then trans- 
ferred without rinsing to a Watts (or 
higher chloride) nickel bath at a pH 
of 1.5 to 2.0. Methods are available for 
plating adherent deposits of the com- 
mon metals, cadmium, copper, brass, 
chromium, gold, nickel, or silver, di- 
rectly on stainless steel provided the 
surface of the stainless steel is acti- 
vated. 


Chromium-Alloy Coatings 
ARIOUS modifications of funda- 
mental chromizing processes have 
been used to produce chromium-alloy 
coatings on iron and steel. Work con- 
ducted by T. P. Hoar and E. A. G. 
Croom and recently reported in the 
“Journal of the Iron and Steel Insti- 
tute’ (British) has shown that mild 
steel exposed to atmospheres contain- 
ing chromus chloride at 1733-2012 deg. 
F. becomes coated with a chromium- 
alloy layer due to the reaction: 
CrCl, Fe — Cr FeCl, 
If the atmosphere contains hydrogen, 


| chromizing is said to be due to the fol- 


lowing reaction: 
Crek H, — Cr 2HC1 

The latter reaction was stated to pro- 
ceed catalytically on the growing sur- 
face. Chromium-alloy coatings pro- 
duced in the experiments contained 
about 20 per cent chromium. Chromi- 
um powder was used for generating 
chromus chloride vapor by direct re- 
with hydrogen chloride. The 
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FORCED-AIR CONVECTION HEATED - 
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Sud USIP and... 


LABORATORY 


ALL PURPOSE 


_ OVENS 


Small Laboratory or Indus- 
trial Ovens built to finish- 
bake film surfaces such as 
enamels, lacquers, japans 
and other finishes, as well 
as pre-heating, aging, dry- 
ing and curing. Adaptable 
to mass production meth- 
ods—these ovens are rug- 
ged, well built for con- 
tinuous, trouble-free opera- 
tion. 





Chemical Laboratories find 
them ideal for testing and 
to determine time and 
temperature cycles. Verti- 
cal forced (high volume) 
air circulation reduces bak- 
ing time and assures uni 
form temperatures through- 
out baking chamber. 








Convenient sliding rack 
shelves are easy to load 
and operate. Positive vola- 
tile exhaust. Controlled air 
intake. 


VERTICAL [oe WRITE TODAY! 
FLOW TYPE 


Other styles in Rack, Conveyor, Vertical, Horizontal or Tunnel types in 
all sizes. High, efficiency electrically heated . . . ALL PURPOSE OVENS. 
——"y 











COMPLETE 
FINISHING 
SYSTEMS 


OVENS @ SPRAY BOOTHS @ DUST and FUME CONTROL 





2291 BUCK ST. CINCINNATI (14), OHIO 
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Fig. 6—Effect of time 





°o °o 
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CASE THICKNESS, MM 
° 
oy 


and temperature on 
thickness of chrom- 
ium-alloy coating ob- 
tained in chromizing 
Armco iron by the 
salt bath method 
(Illustration courtesy 
Electrochemical 
Society, New York, 
N.Y) 


3 per cent. 
Experiments 
with hydrogen, ni- 
trogen and vari- 
ous mixtures as 
carrier 
showed that chro- 
mizing was little 
affected by varia- 
tion of carrier gas 
between 100 and 
67 per cent of hy- 


gas 








| 
i 
ry 


drogen, except 
that the nitrogen- 








3 
TIME IN HOURS 





containing mix- 
tures generally 








by treating mild steel in the chromus 
chloride vapor. Hydrogen and nitrogen 
were used as carrier gases. 


Composition of Chromium Alloy 
Coatings 

Analysis of a number of coatings, 
stripped by dissolution of the under- 
lying metal in dilute nitric acid, gave 
values for chromium content from 18.5 
per cent to 22.8 per cent with a mean 
of 20.0 per cent. These coatings were 
produced by treatments of 2 to 15 hours 
at temperatures from 1744 to 1922 deg. 
F., and there was no correlation be- 
tween the mean chromium content of 
the coating and either time or tem- 
perature of treatment. It was postu- 
lated that all. chromized coatings on 
mild steel produced by gaseous treat- 
ment within these ranges of time and 
temperature have mean chromium con- 
tents of about 20 per cent plus or minus 
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gave more even 
coatings which may have been due to 
the better mixing of the heavy chro- 
mous chloride vapor with a heavier 
carrier gas. For rapid chromizing and 
for coatings of the highest chromium 
content, where dimensional or weight 
changes are not important, it is desir- 
able to use an environment that is re- 
ducing and in which the chromous 
chloride activity is high. 


Salt Bath Chromizing 


Studies conducted at Battelle Mem- 
orial Institute for the Air Material 
Command and recently reported in 
“Journal of The Electrochemical So- 
ciety” have shown that a variety of 
ferrous materials can be satisfactorily 
chromized at temperatures from 1652 
to 2192 deg. F. by immersion in fused 
salt baths containing from 5 to 30 
weight per cent chromous chloride. The 
primary salt bath composition used in 
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Paint Baking Oven. 
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the Battelle tests consisted of the fol- 
lowing mixture: 30 per cent chromous 
chloride; 49 per cent barium chloride; 
21 per cent sodium chloride; sufficient 
chromium flake to cover the crucible 
bottom. The chromous chloride may be 
prepared by the reduction of chromic 
chloride with chromium metal. 
Figure 6 shows the effect of time 
and temperature on the thickness of 
the chromium-alloy case produced on 
Armco iron by the salt bath method 
Cast iron was found to chromize with- 
out difficulty, a uniform, corrosion re- 
sistant, 0.025 mm. case being formed 
in three hours at 1890 deg. F. (Fig. 
7). The chromium alloy coatings were 
tested by immersion in a 1:2 concen- 
trated nitric acid, water solution at 
room temperature. Specimens having 
continuous chromium-alloy coatings 
were unaffected in a three to four 
month test period. Continuous coat- 


BLACKENING 


Black Oxide finishing for rust resist- 
ance and decorative parts. Speedy 
black coating in water solution with 
no electric current. Permanent black 
finish on ordnance parts, tools, air- 
craft, bearing races. Dazzling black 
decorative finish for television cam- 
eras, business machines, hardware, 
metal screens and machine parts. Ex- 
cellent bond for paints and enamels. 
Simple one bath operation. Write for 
bulletin H-16. Park Chemical Co., 8078 
Military Ave., Detroit 4, Mich. 
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Fig. 7—Chromium alloy coating produced on 
cast iron by salt-bath chromizing for 3 hours 
at 1035 deg. C. (1900 deg. F.). Thickness of 
alloy coating: 0.0009 inch. Picral etch X50. 
(Illustration courtesy Electrochemical Society, 
New York N. Y.) 


ings as thin as 0.005 mm. were reported 
to be resistant to this nitric acid test 
with several months duration. 

Interest in the chromium-alloy coat- 
ing process arises in part from the 
known resistance of chromium and 
chromium containing alloys to corro- 
sion under oxidizing conditions. The 
maximum temperature for stability in 
air, for example, increases from about 
932 deg. F. for iron to about 1652 deg. 
F. for chromium and up to 1924-2012 
deg. F. for a 25-30 per cent chromium 
steel. Since the surface of a corrosion 
resistant alloy is effective in prevent- 
ing destructive action, there are un- 
doubtedly many instances in which 
ordinary iron or steel having a protec- 
tive, high chromium alloy coating on 
the surface would be as satisfactory 
from a performance standpoint as a 
continuous stainless steel structure. 
Recognition of this fact has led to in- 
terest in the various processes for pro- 
ducing a chromium-alloy surface coat- 
ing by heating parts in contact with 
chromium metal (pack process) or in 
an atmosphere containing a chromium 
halide. 





For more complete information on prod- 
ucts and processes use READER SERVICE 
CARDS between the covers. 
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PP Pre SPRAY-BOOTHS CLEAN 


mL QUID ENVELOPE 


Good men are hard to get today. Why waste their time and 
your money—on the “‘jack-ass labor” job of scraping down 
spray-booths? Keep your booths clean, firesafe, better illu. 
minated, better ventilated by using “LIQUID ENVELOPE”. 


Simply spray on with your regular spray-equipment. When 
overspray accumulates, break film and peel off in great big 
sheets. Takes only a few minutes for a 12 x 12 booth. Actually 
costs less than the hand-labor way. Order a 5-gallon Test 
Sample (Drum Lot Price on test-sample order!) 


DISTRIBUTED BY 

















Aviation Lubricants Co., San Diego, 
Calif. 

General Spray Equipment Co., 
Boston, Mass. 
Bay State Spray Equipment Co., 
Springfield, Mass. 
Lea Manufacturing Co., 
Conn. 

Edgcomb Steel of New England, 
Milford, Conn. 

Kellermann Paint Co., New York, 
New York 

Grapek Paint Co., Newark, N. J. 


Waterbury, 





H. J. Gettemuller Co., Inc., 
Baltimore, Md. 

R. W. Renton Co., Cleveland, Ohio, 
Indianapolis, Ind. 

Supplee-Biddle-Steltz Company, 
Philadelphia, Pa. 

Dean & Barry Co., Columbus, Ohio 

Vic Miner Co., Toledo, Ohio 

Abrasive & Supply Co., Detroit, 
Mich. 

Melson Industrial Supply Corp., 
Grand Rapids, Mich. 

O'Donohue Sales Co., Milwaukee, 
Wisconsin 


Paints & Lacquers, Inc., Chicago, 
INinois 

Tanner & Co., Indianapolis, Ind. 

Metal Goods Corp., St. Louis and 
North Kansas City, Mo.; Dallas 
and Houston, Texas; Denver, 
Colo.; New Orleans, La.; Tulsa, 
Oklahoma. 

Hubbard & Stau, Los Angeles, Calif. 

The Plastic Paper Co., Los Angeles, 
Calif. 

C & H Supply Co., Seattle, Wash. 

Hugh Russel & Sons, Ltd., Montreal 
and Toronto, Canada 
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Lewis & Company, Louisville, Ky., has 
been appointed a distributor for METALS 
DISINTEGRATING COMPANY, INC., 
Elizabethtown, N. J. It will handle MD 
aluminum pastes and powders and MD 
gold bronze powders in the Louisville 
area. 


Representatives of the Metal Cleaner 
Department of COWLES CHEMICAL 
COMPANY participated in the annual 
Sales conference recently held in Cleve- 
land. Instruction and discussion sessions 
were held on Cowles Metal Cleaners, 
company sales efforts, and new product 
development to give the metal working 
industry up to date service for better 
Cleaning quality and economy. 
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Jerry Alter, has established THE BRU- 
CAR EQUIPMENT AND SUPPLY CO., 
Box 433, Hemstead, N. Y., to furnish new 
and rebuilt equipment and supplies for 
the metal finishing industry. Mr. Alter 
formerly was sales manager for Pesco 
Plating Supply Company and has been 
engaged in supplying equipment to man- 
ufacturing and jobbing platers and polish- 
ers for more than seven years. 


The L. H. Butcher Company, distribu- 
tor of ENTHONE, INC., metal finishing 
chemicals and processes since 1943, re- 
cently was granted an exclusive license 
to manufacture products in Los Angeles 
to serve eight western states and British 
Columbia. Laboratory facilities and per- 
sonnel have been provided by Butcher to 
facilitate the study and application of 
Enthone products to the problems of area 
industries. 


Left to right, first row: 
Cc 


. C. Bassett, Clar- 
ence Ozar, C. W. Mac- 
Mullen, Earl Clark, 
R. F. Huntley; sec- 
ond row: Gene Brost, 
Bob Campbell, Bob 
Aufderheide, Clyde 
Lowe, Don eaver, 
Jack Dobson, Fred 
Hitchcock; third row: 
George Woleben, 
Gene Garman, Carl 
Clabaugh, Charles 
Churchill and Elmer 

Lord. 
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The Butcher organization, basic indus- 
trial suppliers of chemicals, will distribute 
Enthone products throughout Washing- 
ton, Oregon, Idaho, California, Nevada, 
Utah, Arizona, and New Mexico through 
its home office in Los Angeles and its 
branch offices in Seattle, Portland, San 
Francisco, and Salt Lake City. 


THE DU-LITE CHEMICAL CORPOR- 
ATION has completed transfer of all op- 
erations to its new plant on River Road, 
Middletown, Conn. According to Kenneth 
J. Dooley, president, the move was neces- 
sitated by the increasing demand for 
metal finishing and blackening chemicals 
and enlarged production on several Du- 
Lite products. 

The new quarters include 8,500 sq. ft. of 
production area, ample laboratory and 
quality control space, and modern offices. 


Speer Carbon Co., Saint Marys, Pa., 
and its subsidiaries, Jeffers Electronics, 
Inc., DuBois Pa., International Graphite 
and Electrode Corp., Niagara Falls, N. 
Y., and Speer Register Corp., Saint 
Marys, have consolidated into one com- 
pany, the SPEER CARBON COMPANY, 
with headquarters at Saint Marys. The 
various subsidiaries will operate as di- 
visions of the company. 


NEW POSITIONS 


GEORGE GORRA has joined the tech- 
nical staff of The Chemical Coatings 
Corp., Rocky Hill, Conn. He will be en- 
gaged primarily in development work on 
flexible coatings for which his experience 
in the field of vinyl coatings and film 
production provides an excellent back- 
ground. 

Mr. Gorra is a graduate of Rensselaer 
Polytechnic Institute and was formerly 
associated with The Plastic Film Corpor- 
ation and Milprint, Incorporated. 


Retirement of WILLIAM T. UTLEY, 
divisional director of the Ditzler Color 
Division, Pittsburgh Plate Glass Co., has 
been announced by E. D. Peck, vice presi- 
dent. HAROLD H. HILL, industrial re- 
lations manager for Ditzler since 1947, 
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William T. Utley (left), Harold H. Hill 


succeeds Mr. Utley as divisional director. 

Mr. Utley has been associated with 
Ditzler since 1913. He was treasurer and 
vice president of Ditzler Color Company 
until 1928 when the firm became a divi- 
sion of Pittsburgh Plate. He then served 
as assistant divisional director until nine 
years ago when he became director. 

Mr. Hill joined Ditzler’s traffic depart- 
ment during 1935 and has held successive 
positions of traffic, warehouse, personnel 
and industrial relations manager prior to 
his present appointment. 


WwW. P. INNES, 
has been appointed 
technical director 
of MacDermid In- 
corporated, Water- 
bury, Conn. He was 
formerly employed 
in the research lab- 
oratories division, 
electrochemistry 
department, Gener- 
al Motors Corpora- 
tion. 

A graduate of the 
Michigan College of 
Mining and Tech- 
nology, Mr. Innes 
is a captain in the 
Voluntary Army 
Reserve Corps and a member of the Am- 
erican Electroplaters’ Society and the 
Electrochemical Society. 


W. P. Innes 


Bede Industrial Products, Inc., Cleve- 
land 9, Ohio, has announced the appoint- 
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ment of JOSEPH A. SANCHES as New 
York area district sales manager. A new 
office has been opened at 475 Fifth Ave- 
nue, New York. 

Formerly a service representative for 
Bede Industrial Products, Ine., Mr. 
Sanches has had many years of prac- 
tical experience as department manager 
for several large companies in the fin- 
ishing field. He has been a consultant and 
also is the author of many technical ar- 
ticles on finishing problems. 


LOUIS K. BUELL, formerly in charge 
of enamel development, has rejoined the 
American-Marietta Company as chief 
chemist in charge 
of research and de- 
velopment in the 
new Coatings Di- 
vision. 

A complete- 
ly equipped labora- 
tory for Mr. Buell 
and his staff, in- 
cluding ovens, 
coating machines, 
and physical test- 
ing equipment, is 
being set up in 
Kankakee, Illinois. 
Particular atten- 
tion will be direct- 
ed toward the im- 
provement of steel 
pre-coating fin- 
ishes for applica- 
tion to new products. 

GEORGE HARTTER and JOHN UP- 
HOFF, American-Marietta chemists, will 
assist in the development work. 


Louis K. Buell 


The research department of Shar- 
ples ‘Chemicals, Inc., will be inte- 
grated some time this summer with the 
research and development division of the 
parent company, the Pennsylvania 
Salt Manufacturing Co., Phila- 
delphia, according to Dr. W. A. LaLande, 
Jr., manager of the Pennsalt division. 
The Whitemarsh Research Laboratories 
are being extended to provide for the 
addition of Sharples personnel and to 
increase Pennsalt’s facilities. 

Several organizational changes have 
been announced. DR. JOHN F. GALL, 
currently supervisor of research, will be- 
come director of the inorganic research 
department. DR. JOHN F. OLIN, direc- 
tor of research for Sharples, will be di- 
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rector of the organic research depart- 
ment, with DR. GEORGE McCOyY, at 
present Pennsalt’s organic group leader, 
as technical assistant director, and T. E. 
DEGER, Sharples assistant research di- 
rector, as administrative assistant direc- 
tor. 

WILLIAM M. LEE and FORD R. 
LOWDERMILK, supervisors of the prod- 
uct development and process engineering 
departments, will become directors of 
those departments. The analytical section 
will be given department status with DR. 
PAUL A. MUNTER as supervisor. 

DR. CHARLES E. INMAN and F. E. 
LAWLOR will be advanced to group 
leaders in the organic research depart- 
ment, and the present group leaders in 
the Sharples research departments will 
continue as leaders in the organic re- 
search department. 


CHARLES OC. 
SIGMIER, chair- 
man of the board 
of The Parker Ap- 
pliance Company, 
has been appointed 
to the board of di- 
rectors of The Os- 
born Manufactur- 
ing Company, 
Cleveland, accord- 
ing to Norman F. 
Smith, Osborn pres- 
ident. 

Mr. Sigmier 
started in the bank- 
ing business after 
graduation from 
high school in 1915. 
In 1951 he resigned 
as vice president 
of The Cleveland Trust Company to 
become chairman of the board of The 
Parker Appliance Company. Mr. Sigmier 
is also a director of The Youngstown Steel 
Car Corporation and Samuel Moore & 
Company. 


Charles C. Sigmier 


RICHARD C. WOOD has been ap- 
pointed assistant to Abbott K. Hamilton, 
vice president in charge of product divi- 
sions of Commercial Solvents Corp., New 
York City. 

Mr. Wood has held executive and de- 
velopment positions in the chemicals in- 
dustry, and was previously with General 
Aniline and Film Corporation. A gradu- 
ate of the University of Rhode Island 
and New York University, he is a member 
of the Chemists Club and the Commercial! 
Chemical Development Association. 
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JOHN E. HAWLEY has joined the 
Pennsylvania Salt Manufacturing Com- 
pany’s Research and Development Divi- 
sion at the Whitemarsh Research Labora- 
tories, Wyndmoor, Pennsylvania. 

Previously on the Engineer of Tests 
staff of the Baltimore and Ohio Railroad, 
Mr. Hawley’s new duties in the Mainten- 
ance Chemicals Department of Pennsalt 
will involve the development of cleaning 
compounds for the transportation indus- 
Uy. 


Announcement has been made by Mil- 
ford H. Corbin, president of Standard- 
Toch Chemicals, Inc., of the appointment 
of JOHN OSTOCK as manager of labora- 
tories of tne Eastern Division and R. G. 
GOHMAN as manager of laboratories of 
the Western Division. 

Mr. Ostock is a graduate of Polytechnic 
Institute, Brooklyn, N. Y., where he re- 
ceived his B.S. degree, and is a member 
of the American Chemical Society and 


the New York Paint Production Club. He 
has been associated with the organiza- 
tion for many years. 

Mr. Gohman received his B.S. degree at 
Wabash College, Crawfordsville, Ind., 
and is a member of the American Chem- 
ical Society. His activities in the indus- 
try and with the organization extend 
over many years. He is responsible for 
many technical improvements in tne ap- 
plication oi paint and lacquer. His con- 
tribution in the field of research and de- 
velopment involving coatings for product 
finishing has been marked by many out- 
standing achievements. 


The Chemical Coatings Corporation of 
Rocky Hill, Connecticut, has announced 
the appointment of STUART W. HOP- 
KINS as sales representative in central 
New York State. After graduating from 
Amherst, Mr. Hopkins took an intensive 
course in the company’s research and de- 
velopment laboratories on industrial fin- 
ishes. 





Miss Beatrice Caniglia is shown receiving a complete set of Mathello’s 
"her award for the best average and attendance during the course, 
given in the evening division at St. Joseph's College, Philadelphia, 
The course was sponsored by the Philadelphia Paint, 


tive Coatings, 
Subjects in Paint Technology,’’ 
Pa., during the school year 1951-1952. 


‘Protective and Decora- 
‘Selected 


Varnish and Lacquer Association and the Philadelphia Federation of Paint and Varnish Produc- 


tion Clubs. Also shown, from the left: 


Thomas Shannon, administrative assistant to the president, 


St. Joseph's College; George P. Woodward, chairman of the joint technical education committee 


of the two associations; Fred Greenawalt, 


Nuodex Products Corporation, who presented the 


award; and Dr. Willard Madson, who conducted the course. 
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ALMO D. SQUITERO has been ap- 
pointed chief chemist of Hanson-Van 
Winkle-Munning Co., Matawan, N. J. He 
succeeds DR. D. 
GARDNER 
FOULKE, recently 
appointed execu- 
tive secretary of 
the American Elec- 
troplaters’ Society. 

In his new posi- 
tion, Mr. Squitero 
will take over lab- 
oratory administra- 
tive duties and will 
supervise research 
and development in 
the field of periodic 
reverse _ plating, 
graphic arts plat- 
ing, light-metal 
processing and oth- 
er H-VW-M proc- 
esses. He joined the 
company aselectro- 
chemist in 1950, having had broad experi- 
ence in the electroforming and graphic 
arts plating fields. 


Almo D. Squitero 


JAMES V. WINKLER has been ap- 
pointed head of the magnesium sales de- 


partment’s technical service and develop- 
ment group of the Dow Chemical Co., 
Midland, Mich., according to W. S. Loose, 
magnesium department sales manager. 
In his new position Mr. Winkler will be 
responsible for the development of fur- 
ther applications for magnesium. 


R. E. PERRY, former superintendent 
of magnesium extrusion, will also join 
the technical service and development 
group. C. S. HARRIS, chief engineer 
of the magnesium department, will as- 
sume management of the extrusion plant. 

R. D. SWEET, formerly of magnesium 
wrought product sales, has joined the 
sales staff of Dow’s Los Angeles office. 


ARNO L. ZINKE has been elected 
president and a member of the board of 
directors of Mid-States Gummed Paper 


Company, a wholly owned subsidiary 
of Minnesota Mining and Manufacturing 
Co., St. Paul Minn. Mr. Zinke succeeds 
the late Irving R. McHenry. 

Also elected to the board was LOUIS 
F. WEYAND, executive vice president 
and director of 3M. 


Appointment of 
JAMES H. HE- 
ROY, JR., as gen- 
eral manager of 
Pittsburgh Plate 
Glass Company's 
brush division has 
been announced by 
E. D. Peck, vice 
president in charge 
of the paint and 
brush divisions. 

Mr. Heroy has 
been associated 
with the firm’s 
brush operations 
since 1946 and has 
served as assistant 
general manager 
during the past two 
years. He is a graduate of Choate Prep- 
aratory School and Yale University. 


James H. Heroy Jr. 


ROBERT J. HUBER has become presi- 
dent and general manager of the Michigan 
Chrome and Chemical Co., Detroit, Mich. 
He succeeds his father, the late Phil 
Huber. 

Mr. Huber has been vice president and 
general manager of the corporation since 
1950. A graduate of the Sheffield Scien- 
tific Schvol of Yale University, he joined 
the company in 1946. 


F. C. BOYCE has been re-elected presi- 
dent of the D. J. Murray Manufacturing 
Co., of Wausau, Wisconsin, for the 20th 
consecutive time. 

Other officers re-elected are M. P. Mc- 
CULLOUGH and D. C. EVEREST, vice- 
presidents; A. W. PLIER, executive vice- 








KEYSTONE EMERY MILLS 


For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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guard against 


“Sealed Disc’’ Filters were de- 
signed especially for plating 
rooms. They're smaller, compact, 
and more portable than ordinary 
conventional Filters, and they are 
also performing satisfactory re- 
sults on many acid dips, electro 
cleaners, and solvents. 


You Can Be Sure With A ‘‘Sealed Disc’’ Filter 


More and more cost-minded platers depend on 
Alsop ‘Sealed Disc” Filters to remove dirt, dust, 
and sludge from their plating solutions. They 
get better finished plated work—they save time 
and labor, and their plating solutions last longer. 
The “Sealed Disc” Filter assures positive, trou- 
ble-free performance that’s pol against even 
the invisible impurities that cause nodules and 
porousness—proof against rejects and reworking. 
There’s a “Sealed Disc” Filter “to fit your job” — 
write for complete information, the Alsop Engi- 
neering Corporation, 708 Keen Street, Milldale, 
Connecticut. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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president and general manager; G. L. 
RUDER, treasurer; W. A. MAR- 
QUARDT, secretary; and C. L. DUR- 
KEE, vice-president and sales manager. 


DR. PAUL D. MERICA, executive vice 
president and a director, was recently 
elected president of The International 
Nickel Company of Canada, Ltd., and 
the company’s United States subsidiary, 
International Nickel Company, Inc. DR. 
JOHN F. THOMPSON, retiring president, 
will continue as chairman of the board 
of directors. 

R. LESLIE BEATTIE, vice president 
and general manager of the company’s 
Canadian operations, has been elected 
a member of the executive committee of 
the board and a director of the United 
States subsidiary. H. C. F. MOCKRIDGE 
was also elected to the board’s executive 
committee. 

J. R. GORDON, assistant vice presi- 
dent, has been appointed to the further 
post of assistant general manager, and in 
these capacities will manage all activities 
in the Canadian operations under the 
direction of Mr. Beattie. RALPH D. 
PARKER, assistant vice president, has 


been elected vice president and a director 
of the company’s subsidiary, Canadian 
Nickel Company, Ltd. 

WILLIAM F. KENNEDY has become 
secretary of the company, succeeding 
HENRY S. WINGATE who will devote 
his full time as vice president and a 
director. 

In addition, the 
changes have been 
United States subsidiary: WALTER G. 
KERRIGAN, vice president, has been 
elected to the newly created position of 
vice president and general sales man- 
ager, responsible for both nickel and mill 
products sales, with L. R. LAWSON 
elected assistant vice president and as- 
sistant general sales manager; THEO- 
DORE H. DAUCHY, RICHARD A. CA- 
BELL and JOHN A. MARSH have also 
been promoted to assistant vice presi- 
dents. 


following executive 
announced for the 


NORMAN S. CASSEL has been elected 
a vice president of Interchemical Corpor- 
ation. He will be concerned with research 
and development activities and will direct 
the Research Laboratories in New York 
City. 





PARAMOUNT BRAND 


FELT WHEELS 


A. you finishing articles which require a 
wheel with a “shaped” or contoured face? 
Don't forget that felt wheels lend them- 
selves to contouring probably better than 
any other type of wheel. Don't forget, too, 
you have nine degrees of hardness to 
choose from when you buy 
Bacon Felt Wheels — The Para- 
mount Brand. Ask your supply 
house for Paramount Brand 
Felt Polish Wheels. 
Send for Our New Catalog 


TAUNTON 


America's Oldest Felt Monufocturer 


..- TOPS IN 
“Contourapility" 


BACON FELT COMPANY 


Established 1825 
MASSACHUSETTS 


Felt Does It Better 


Your Supply House can Furnish Bacon PARAMOUNT BRAND FELT BOBS & WHEELS 
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@ sIF THE STOCK IS FLAT 


* MICRO-POLISH 





can automatically finish your job 
faster, better or cheaper regardless 
of size, shape or material. 


Micro-Polish is an amazingly versatile and 
consistently successful automatic polishing 
method useful on any job from the pre- 
polishing of low grade steel sheet, to meet 
high quality job specifications, to the pro- 
duction sharpening and polishing of prun- 
ing tools. 





see Micro-Polish can precision finish any size, 
—= shape or length of sheet, strip or blanked 
eee oe stock in ferrous or non-ferrous metals, 
wood, fiber, plastic, rubber or leather, by 

wet or dry process. 


A Micro-Polish giant used in reclamation grinding of steel strip. 
One of our smaller units used in polishing narrow bi-metal stock. 
A belt conveyor unit for polishing flat stampings and forgings. 

A compact two head unit for polishing flat bar stock. 


Let Murray-Way engineers improve your 


UIR:\RIAY polishing operations. 


\) iS THE MURRAY-WAY CORPORATION 
, POST OFFICE BOX 180~ BIRMINGHAM, MICHIGAN 
AUTOMATIC POLISHING BUFFING GRINDING tQuIiPMENT 
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Mr. Cassel joined Interchemical’s Tex- 
tile Colors Division in 1937 as vice presi- 
dent in charge of research. He became 
divisional president in 1947 and was elect- 
ed a director of the corporation in 1951. 

He succeeds DR. A. KE. GESSLER, or- 
ganizer and director of Interchemical's 
Research Laboratories. Dr. be- 
comes emeritus director of research and 
will continue as a full-time consultant on 
research problems. 

WILLIAM J. ROTHEMICH succeeds 
Mr. Cassel as divisional president of In- 
terchemical’s Textile Colors Division, 
relinquishing his title as vice president 
of the corporation in order to assume his 
new responsibilities. 


Gessler 


Hercules Powder Company, Wilming- 
ton, Del., has announced the appointment 
of CHARLES A. GRANT as Chicago dis- 
trict sales manager for the cellulose prod- 
ucts department. Mr. Grant, who has 
been technical sales service representa- 
tive in the Chicago area since 1947, suc- 
ceeds EMMETT E. HIXON, who will 
become service superintendent at the 
company’s plant at Parlin, New Jersey. 

Mr. Grant joined Hercules in 1942 short- 





PAGES OF 
FACTS FIGURES 
PHOTOS ON 


BARREL 
FINISHING 


The MOST COMPLETE 
story on barrel finishing 
ever told: Opens your eyes 
to amazing new develop- 
ments in barrel finishing 
equipment - compounds, 


prBonsine 


ywrsnsns 
Myuiewenl 





abrasives. Write Today! | 


QeSupers LEN 


| 
| AMERICA’S LARGEST MFGR. OF ADVANCED BARREL 


FINISHING EQUIPMENT, MATERIALS & COMPOUNDS | 


ALBERT-LEA, MINNESOTA _ 
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ly after graduation from Duke Univer- 
sity. He is active in the program of the 
Chicago chapter of the National Paint, 
Varnish and Lacquer Association. 


ROBERT A. RU- 
LEFF has been ap- 
pointed western 
sales manager of 
Bart-Messing 
Corp., Bellville, N. 
J. He will be lo- 
cated in Dayton, 
Ohio, and will cov- 
er the midwestern 
states. 

Mr. Ruleff was 
graduated from the 
University of Penn- 
sylvania in 1942 
and since that time 
has been associated 
with Westinghouse 
Electric Corpora- 
tion, Pittsburgh, 
and George A. Stutz Manufacturing Co., 
Chicago. He is a registered professional 
engineer in the State of Ohio and a mem- 
ber of the American Electroplaters’ So- 
ciety. 


Robert A. Ruleff 


Appointment of DR. CHARLES W. 
WALTON as general manager of the ad- 
hesives and coatings division of Minne- 
sota Mining & Manufacturing Company, 
to succeed LOUIS F. WEYAND, has been 
announced by R. P. Carlton, president. 
Mr. Weyand recently was made executive 
vice president in charge of all 3M tape 
operations. 

Mr. Walton received his doctorate in 
physical and colloid chemistry trom the 
University of Michigan in 1933. In 1947 
he joined Minnesota Mining as assistant 
to Mr. Carlton, and in 1948 he organized 
and became general manager of the com- 
pany’s new products division. 

Mr. Weyand has announced the promo- 
tion of ALAN H. REDPATH to the new- 
ly created position of merchandising man- 
ager of all 3M tape products, and the ap- 
pointment of R. S. FROMMER as man- 
ager of the tape group’s central sales in- 
ventory and production planning depart- 
ment. ; 

Mr. Redpath, a veteran of 21 years’ ser- 
vice with 3M, had been merchandising 
manager for cellophane tape and ribbons 
since 1949. Mr. Frommer started with the 
company in 1937 as a technician in the 
abrasive division. 


August, 1952 
































Below— 
THE AXIAL FLOW FAN, on 
the other hand, 
straight duct section, 
mounts compactly in straight 


THE CENTRIFUGAL FAN piping. For complete informa- 


: tion on ‘‘Buffalo’’ Axial Flow 
is A BUILT-IN 90° ELBOW Fans, write for Bulletin 3533-C 
Since air leaves the centrifugal fan in a direction per- 
pendicular to that of the entering air, the logical loca- 
tion of the fan is where a 90° turn in the duct is planned. 
This takes advantage of the natural right-angle change 
in direction of the air and does not sacrifice efficiency, 
as in forcing air through an ordinary elbow. “Buffalo” 
Limit-Load centrifugal fans like the one shown above 
have features for additional efficiency and quiet, such 
as double backward curve blades, directional inlet 
vanes, specially shaped housing and dynamically bal- 
anced wheels. Medium speed fans, they are ideal for 
handling large volumes of air at medium pressures. 
They have the additional advantage of be- 
ing non-overloading, regardless of system 
pressure. For complete information, write 
for Bulletin 3737. “ty 


BUFFALO FORGE COMPANY 


190 Mortimer St. BUFFALO, NEW YORK 
PUBLISHERS OF "FAN ENGINEERING" HANDBOOK 
Canadian Blower & Forge Co., Ltd., Kitchener, Ont. 

Sales Representatives in all Principal Cities 


PRESSURE BLOWING HEATING COOLING 
VENTILATING AIR CLEANING AIR TEMPERING INDUCED DRAFT EXHAUSTING 
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ROBERT F. HUNTLEY has been elect- 
ed president of Cowles Chemical Com- 
pany, Cleveland, to succeed EDWIN 
COWLES. Mr. Cowles will continue as a 
director. 

Mr. Huntley joined Cowles in 1942 as 
assistant to the president. Later that year 
he was elected to the board of directors 
and appointed vice president and general 
manager. While serving as president, he 
will also continue in the duties of general 
manager. 

In addition to Mr. Cowles and Mr. Hunt- 
ley, C. C. BASSETT and C. B. LANSING 
were reelected to the board of directors. 
DAVID A. GASKILL is a new member of 
the board, elected to succeed E. S. BAS- 
SETT who is retiring. 


J.T. CATALDO has been appointed as- 
sistant general manager of the Interna- 
tional Rectifier Corp., El Segundo, Calif. 
He attended Clarkson College cf Tech- 
nology, Brooklyn Polytechnic Institute, 
and Rutgers University. 

Mr. Cataldo is a member of the IRE 
and has been serving as a member of the 
AIEE Metallic Rectifier Committee. He 
has contributed many articles to engi- 


neering, radio, and electronic periodicals 
and has presented a number of papers on 
the theory and application of selenium 
rectifiers. 


Michigan Oven Co., Detroit, Mich., has 
appointed H. O. BENNETT as its repre- 
sentative in the Indianapolis area and for 
parts of Ohio and Kentucky, and BRUCE 
HOGARTH as its representative for the 
Philadelphia area. 

Mr. Bennett, a graduate of Purdue Uni- 
versity, was employed for five years as 
process engineer for General Motors and 
for fourteen years as an industrial repre- 
sentative for the Surface Combustion 
Corporation. Mr. Hogarth was associat- 
ed with W. Wirt Young and Associates 
as a sales engineer following his gradua- 
tion from Duke University. 


FREDERICK G. HOPPE has _ been 
named manager of the Metal Finishing 
Division of the Pyrene Manufacturing 
Co., Newark, N. J., according to L. E. 
Eckelmann, vice president. 

Mr. Hoppe was superintendent of the 














A Strippable Plastic for 


the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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(Strand FLEXIBLE SHAFT MACHINES 


HELP SPEED PRODUCTION... 


THEY ARE EASY TO WORK WITH! 


The Strand line of flexible shaft machines is 
able to meet requirements with models that 
fit shop space to best advantage... you can 
select bench or floor mount or overhead type 
depending upon your needs. They also meet 
job requirements for varying H.P. and R.P.M. 
Strand flexible shaft machines are known for 
quality and give top performance and trouble 


EASTERN SALES 
Woodberry, Baltimore 11, 
Maryland 








WESTERN SALES 
5001 North Wollcott Ave., 
Chicago 40, Illinois 
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free service. They are long lasting and prove 
a sound investment. Be sure to review the 
complete Strand line before you buy. 

If your favorite distributor does not 
handle the line, for further information write 
to the nearest address shown below. 


rs ) [nae 
arporatian 


N. A. STRAND DIVISION 
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National Chromium Corporation before 
he joined Pyrene in 1932. He is well known 
throughout the metal finishing field and 
especially as a pioneer in making prac- 
tical applications of chrome plating. He 
is co-author, with Benjamin Freeman, of 
the text book ‘Electroplating With 
Chromium, Copper and Nickel.”’ 


MYRON CERESA has been appointed 
manager of electroplating projects for 
the Special Products Development Divi- 
sion of the Westinghouse Electric Cor- 
poration. He will be in charge of labora- 
tory operations, including development, 
pilot plant and technical service work. 

Mr. Ceresa joined Westinghouse in 1937 
following his graduation from the Penn- 
sylvania State College. He was an engin- 
eer at the research laboratories until 1941, 
when he transferred to the materials en- 
gineering department in East Pittsburgh. 
He joined the electroplating projects sec- 
tion in 1947. 


Manufacturers Processing Com- 
Detroit, has announced the ap- 


The 
pany, 





Economical Detroit “ 
Handy "Tac" Rags are pre- - 
pared for you, and always 
ready for instant use. Re- 
moves dust, lint and sand 
particles from metal, wood 
and plastic surfaces be 
fore painting. Never dry 
out or harden. Guaranteed 
performance 


Immediate delivery 


from your supplier ny ——f 


Standard of the FINISHING INDUSTRY Since 1934 


DETRO MFG. & SALES CO., CULVER CITY, CALIFORNIA 
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pointment of DAVID E. PEACOCK as a 
sales engineer to cover the western half 
of the lower peninsula of Michigan. He 
will promote sales, supervise equipment 
installation and exercise control over sol- 
vent warehouses in that area. 

Mr. Peacock was formerly sales man- 
ager for the Continental Decalcomania 
Company and prior to that was a sales 
engineer for Detrex Corporation. 


JAMES C. GRIN- 
DEY has been ap- 
pointed to the Chi- 
cago sales staff of 
Metals Disintegrat- 
ing Company, Inc., 
Elizabeth, N. J., 
manufacturers of 
metal pigments, 
metal powders, and 
metal abrasives. 

Mr. Grindey was 
formerly with Ad- 
ams & Elting Com- 
pany, Glidden Com- 
pany subsidiary, 
and most recently 
was president and 
treasurer of Oro- 
line Products Co., 
Chicago, Illinois. 


James C. Grindey 


Octagon Process, Inc., manufacturer of 
metal finishing and metal cleaning com- 


pounds, Staten Island, N. Y., has an- 
nounced the appointment of PAUL MEZ- 
ICK as district sales manager for the 
State of Pennsylvania. 

Mr. Mezick was formerly industrial spe- 
cialist of the procurement division of the 
Philadelphia Ordnance District. He is a 
member of the Engineers Club, the Army 
Ordnance Association, and the Philadel- 
phia Chemical Club. 


One sales and two engineering appoint- 
ments were announced recently by Hook- 
er Electrochemical Company, Niagara 
Falls, New York. 

DR. EUGENE T. MILLER and AL- 
FRED W. TOON have been appointed to 
the engineering department. Dr. Miller, 
a 1942 graduate, was a supervisor of re- 
search at the Hungarian American Oil 
Company, and later held a similar posi- 
tion at Mercedes Benz followed by work 
for the U. S. Forces in Germany. In this 
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what type of 


CUSTOM BUILT 


WIRE CLOTH PARTS 


do you need 


heat treating? 
pickling? 
plating? 
filtering? 


handling? bie 


You can be sure of getting exactly 
what you need in custom built wire 
cloth parts when you call— 


¢ 
With more than 30 years experience 
in this field, we can work from your 
own prints... or, ifnone are available 
our design engineers will draw up 


prints based on your description of 
the job the part must do. 


ast 


Our newly expanded production fa- 
cilities include equipment for cutting, 
forming, bending, shaping and weld- 
ing of any metal or alloy in sheet, rod, 
or wire cloth form ... as well as our 
large battery of wire cloth looms. 


Tell us your needs. Let us tell you 
how economically and quickly we can 
fill them. Write direct or call your 
Cambridge field engineer. Look under 
‘‘Baskets-Wire’”’ in your classified 
telephone directory. 


FREE CATALOG describes Cambridge 
facilities for fabricating metal spec- 


METAL 


OFFICES IN 
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SPECIAL 
CONVEYOR METAL 
BELTS FABRICATIONS 


PRINCIPAL 


Department A 
Cambridge 8, 
Maryland 


INDUSTRIAL CITIES 
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W— For more complete information on products and processes essen 
use READER SERVICE CARDS inside covers. 


country he has been associated with Cal- 
co, The Lummus Company, and National 
Aniline. 

Mr. Toon has much experience as a 
draftsman, maintenance engineer, struc- 
tural engineer, and plant engineer. 

HERBERT K. HOLDEN has been ap- 
pointed salesman in the Niagara sales 
territory which comprises western Penn- 
sylvania and New York State exclusive 
of the metropolitan area. 


EDWARD J. GIRK has been appointed 
president of the Torit Manufacturing Co., 
St. Paul, Minn., manufacturers of cabinet 
and cyclone type dust collectors for in- 
dustrial use. Mr. Girk has been vice presi- 
dent in charge of sales and advertising 
for many years. He succeeds ARTHUR 
E. SWANSON who becomes chairman of 
the board. 

L. F. KOERING has been appointed 
vice president and G. A. HUNA has been 
reelected secretary of the company. 


Metal & Thermit Corporation, New 
York, has announced the appointment of 
HERBERT E. HIRSCHLAND as direct- 
or of research. A graduate of Dartmouth 
College and of Massachusetts Institute 
of Technology, he joined the company’s 
research laboratory staff in Rahway, N. 
J., in 1941. In 1946 he became a sales en- 
gineer in the chemical sales division and 
since 1950 has been assistant sales man- 
ager of that division. 


The Hanson-Van Winkle Munning Co., 
Matawan, N. J., has announced the ap- 
pointment of JOHN H. GORMAN as field 
electrochemist in the Michigan-Ohio ter- 
ritory. He will make his headquarters at 
the company’s Detroit office. 


For all fine 


WM. A. JUERGENS CO. 


102 PRODUCTS FINISHING 


Write for Sample 


Mr. Gorman joined the H-VW-M or- 
ganization as electrochemist in 1951 after 
a number of years of metallurgical and 
electroplating experience in field service 
capacities. 


The DuPont Company’s Finishes Divi- 
sion has announced the appointments of 
HENRY E. DRUCE as industrial sales 
representative in Tennessee, and of V. H. 
MEATHERINGHAM as industrial sales 
representative in Alabama, northwest 
Florida, Mississippi, and eastern Louisi- 
ana. 

Mr. Druce will make his headquarters 
in Chattanooga. A graduate of Drexel 
Institute, Philadelphia, he has had three 
years’ production experience in DuPont 
plants and worked in the finishes lab- 
oratory for ten years. Most recently he 
has been on the staff of the industrial 
sales manager in Wilmington. 

Mr. Meatheringham will have his head- 
quarters in Birmingham, Ala. He has 
been associated with the company’s in- 
dustrial finishes division for 24 years. 


E. M. KLINE became general manager 
of the Huntington, W. Va., Works of the 
International Nickel Company, Inc., on 
July 1. He succeeded HERMAN M. 
BROWN who retired from full time work. 
G. K. CROSBY has been appointed as- 
sistant general manager of the Hunting- 
ton Works, succeeding Mr. Kline in that 
position. 

A graduate of Pennsylvania State Col- 
lege, Mr. Kline joined International Nick- 
el in 1923 as assistant chief chemist at 
Huntington. He became chief chemist 
in 1926, works technical director in 1939, 
and assistant general manager in 1947. 

Mr. Crosby, a graduate of Massachu- 
setts Institute of Technology, joined In- 
ternational Nickel in 1936 as a metallur- 
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TACK “Magic” RAGS 


4036 LAGRANGE ST. 
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Available in 
Kiln-Dried Maple 
or Steel Shells 


GLOBE 


direct motor drive 


TILTING 
TUMBLING 
_ BARRELS 


FINER FINISHES AT LOWEST COST. Today 
Globe Tumbling Barrels assure you 
increased production and finer, 
more economical finishes. Globe’s 
exclusive work-shifting bottom gives 
six-way motion for greatest parts 
agitation to save finishing time and 
to give uniformly finer finishes to 
your parts. Low speeds for non- 
ferrous metals and plastics assure 
quality finishes with less spoilage. 


Globe’s direct motor drive is a space- 
saver for your shop, and its compact, 
rugged construction means years of 
dependable service. 


FREE EXPERIMENTAL SERVICE 


Like to cut finishing costs? Hupp’s 
experimental laboratory will analyze 
your product finishing needs and 
make cost-saving recommendations. 
Send samples of your parts to be 
processed and a finished part. No 
charge or obligation. Write today! 


Hupp Manufactures A Complete 
Line Of 
Tumbling Barrels and Deburring Machines 
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gist. He successively became combustion 
engineer, assistant to the general man- 
ager, superintendent of production, and 
general superintendent. 


The Norton Company, Worcester, 
Mass., has announced several personnel 
changes in its sales and research activi- 
ties. 

ROBERT CUSHMAN has been ap- 
pointed Pacific Coast district manager 
with headquarters in Los Angeles. He re- 
places LUCIEN GAY who retired on July 
1, after 36 years with Norton. 

DONALD F. JONES has been appointed 
abrasive engineer, and will take over Mr. 
Cushman’s central New York area. KEN- 
NETH F. EBBESON, formerly grinding 
engineer, has been appointed field engi- 
neer in the northeastern district . 

HARRY G. BRUSTLIN, abrasive en- 
gineer in the Rocky Mountain area has 
been transferred to the Pacific Coast Dis- 
trict. GORDON S. BRANDES has been 
appointed abrasive engineer in the terri- 
tory vacated by Mr. Brustlin. 

H. PAUL OTTO, who has been super- 
vistor of the Worstecer sales office, will 
replace CARL W. ATWOOD as district 
manager of the Hartford, Conn. territory. 





FORM-A-ROC 


FIRST-COAT 


FOUNDATION 
FOR FINE FINISH 


. Dries with lacquer speed. 

- Has double lacquer solids at spray 
gun. 

. Fills very well—sands easily. 

. Adheres tenaciously to steel, wood, 
presdwood, aluminum, galvanized 
metal, etc. 

. Holds out lacquer, synthetic or oleo- 
resinous enamels exceptionally well. 

. Thins 3:1 with xylol. 

. Available in GREY, SALMON and OFF- 
WHITE. 

8. Ground well to smooth texture. 


The Varnish Products Company 


5208 Harvard Avenue Cleveland, Ohio 
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Mr. Atwood retired July 1, after 32 years 
with the company. JOHN D. PUTNAM 
has been appointed Worcester machine 
sales supervisor, succeeding Mr. Otto. 

THOMAS M. THORNTON will become 
district sales engineer with headquarters 
in Detroit, Mich. ALLEN C. MOORE has 
been named field engineer for the Detroit 
area. 

LORING F. COES, JR., research en- 
gineer, has been appointed assistant di- 
rector of research and development in 
charge of the laboratory’s organic sec- 
tion. Other appointments, which involve 
only change in title in line with the com- 
pany’s current program of streamlining 
its research activities, are: 

ALBERT A. KLEIN becomes assistant 
director of research and development in 
charge of the microscopic, chemical, and 
physical research sections; DR. LOWELL 
H. MILLIGAN becomes assistant direct- 
or of research and development, and 
ARCHIBALD H. BULLARD has been 
named associate director of research and 
development in charge of the Chippawa, 
Ontario, laboratories. 


A program developed for the practical 
enameler has been announced for the 1952 
Shop Practice Forum of the PORCELAIN 
ENAMEL INSTITUTE. More than 300 
enameling representatives are expected to 
attend the meetings on September 10, 11, 
and 12 at the University of Illinois, Ur- 
bana. 

One of the opening day sessions will 
be devoted to late developments of gen- 
eral interest to the industry. Topics 
scheduled include ‘‘One Coat Whites Di- 
rectly on Steel,’’ ‘‘Fluorescent Enamels,”’ 
‘Stable Colors in Titania Opacified Enam- 
els,’’ and ‘‘Low Temperature Enamels.”’ 

“Enameling of Aluminum”’ will be dis- 
cussed in its various aspects during the 
second day of meetings. Later that day, 
high temperature ceramic coatings will 
be considered and representatives of the 
armed forces are expected to describe 
the military need for ceramic coatings 
and to indicate possible post-war implica- 
tions. 

New uses for porcelain enamel and 
work on alkali-resistant porcelain enam- 
els will be discussed. Representatives of 
key enameling companies will consider 
control practices used throughout the in- 
dustry. A ‘‘Board of Experts’’ is sched- 
uled to handle enameling problems pre- 
sented by the group. 
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Make the 
) HAMMER Test! 


See why Super-Honite 
Chips last twice as lon 
“a w 





Hit an ordinary synthetic chip 
with a hammer. See how it crumbles, 
pulverized by the force of the blow. 
Now, hit a piece of Super-Honite 
the same way. See how it fractures 
in cleanly-divided, large segments. 
Takes a harder blow! The hammer 
test shows how Super-Honite—the 
world’s toughest abrasive chip— 
stands up better than any other 
: barrel finishing abrasive. Eliminates 
Regular Honite for toughest natu- lodging. And Super-Honite is the 
ral chip—No other natural barrel only chip engineered for both grind- 
finishing abrasive—not even granite ing and burnishing . . . the only chip 
—retains its edge as long as regu- you can rely upon for double duty, 
lar Honite. Use it for close tolerance | double life performance. 
work or where a minimum of metal Make the hammer test and see the 
removal is required. difference! See why Super-Honite 
never crumbles. 














| Write tuday for your free copy of “3M Barrel Finishing” | 
| ... filled with helpful information on increased efficiency, | 
lower costs. Address Minnesota Mining & Mfg. Co., Dept. | 
PF-82, St. Paul 6, Minn. 


Company.... 
Address 


| BARREL FINISHING CHIPS e 
| COMPOUNDS e EQUIPMENT 


“Scotch” Brand Pressure-sensitive Tapes, ‘‘Scotch’’ Sound Recording Tape, ‘‘'Under- 

seal’ Rubberized Coating, ‘‘Scotchlite’’ Reflective Sheeting, ‘‘Safety-Walk’’ Non-slip 1’ 
Surfacing, ‘3M’ Adhesives. General Export: 122 E. 42nd St., New York 17, N.Y. moe’ 
In Canada: London, Ont., Can. Me 


Made in U.S.A. by Minnesota Mining & Mfg. Co., St. Paul 6, Minn.—also makers of = 
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i Oe On i a ea 


Stanley McNeilly, treasurer of Bacon 
Felt Co., Taunton, Mass., recently ,was 
elected president of THE FELT ASSOCI- 
ATION, a group of the leading manufac- 
turers, cutters and jobbers of wool felt. 
He has been active in the felt field since 
1942. 


Offices of the PORCELAIN ENAMEL 
INSTITUTE were moved on July 1 to the 
Dupont Circle Building, 1346 Connecticut 
Ave., Washington 6, D.C. John C. Oliver, 
secretary, in announcing the new loca- 
tion, said that the move was necessary 
because expansion of Institute activities 
in recent years had made the old quarters 
inadequate. 


William H. Lutz, a member of the Fed- 
eration of Paint and Varnish Production 
Clubs, has been elected to the board of 
directors of the AMERICAN SOCIETY 
FOR TESTING MATEBIALS for a three- 


year term. Mr. Lutz is a past-president 
of the Western New York Club and has 


been active in Federation affairs for 
many years currently serving on the 1953 
Joseph J. Mattiello Lecture Committee. 
He is employed as Technical Director of 
Pratt & Lambert, Inc., Buffalo, New 
York. 


A new theory on blackening of metals 
developed by Lehigh University’s Insti- 
tute of Research and Enthone, Inc., New 
Haven, Conn., was reported at the recent 
meeting of the AMERICAN ELECTRO- 
PLATERS’ SOCIETY at Chicago. 

The paper, which was read by Dr. 
Walter R. Meyer, president of Enthone, 
was the product of combined research 
by Dr. Meyer, Dr. Earl J. Serfass, head 
of the University’s chemistry department, 
and Dr. Ralph F. Muraca, assistant pro- 
fessor of chemistry. 

The study was of a thermodynamic 
nature and explains the reactions in black 
nickel plating and sulfide blackening of 
other metals. Prior to now, the chemical 
mechanism of these processes was not 
known. The new_theory makes possible 
the selection of chemicals and conditions 
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for blackening of metals such as steel, 
stainless steel, zinc, and cadmium. 


TRAINING COURSES 


The fall schedule has been announced 
for the SCHOOL OF SPRAY PAINTING 
operated by the DeVilbiss Company, To- 
ledo 1, Ohio. Now entering its 27th year 
of tuition-free operation, the program off- 
ers instruction in industrial spray finish- 
ing for users of DeVilbiss equipment, and 
is open to foremen, shop superintendents, 
maintenance supervisors, spray opera- 
tors, and others. 

Courses will be conducted during the 
weeks beginning September 8, October 6, 
November 17, and December 15. They will 
be held in the new school headquarters 
adjoining the company’s main plant at 
Toledo. 

Applications for all classes on the fall 
schedule should be made now. Those in- 
terested may request School Form INS- 
753-A. 


NS Sa eee eR 
meetimes 


OF INTEREST 
TO FINISHERS 


Sept. 38-12. 7th National Instrument 
Conference and Exhibit, Instrument So- 
ciety of America, Cleveland, Ohio. 


Sept. 10-12. 14th Annual Shop Practice 
Forum, Porcelain Enamel Institute, Uni- 
versity of Illinois, Urbana, Illinois. 


Oct. 22-24. 2Ist Annual Meeting, Porce- 
lain Enamel Institute, Greenbrier Hotel, 
White Sulphur Springs, West Virginia. 


Nov. 17-19. 64th Annual Convention, 
National Paint, Varnish and Lacquer As- 
sociation, Palmer House, Chicago, IIl. 


Annual Paint Indus- 
House, Chicago, 


Nov. 18-22. 
tries’ Show, 
Illinois. 


17th 
Palmer 


Nov. 20-22. 30th Annual Meeting, Fed- 
eration of Paint and Varnish Production 
Clubs, Palmer House, Chicago, Illinois. 
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High Hodduction Sanaling/ 


WITH LIGHTWEIGHT, POWERFUL NATIONAL SANDERS 





NATIONAL 
MODEL 300 











NATIONAL 
MODEL 400 


CUT SANDING TIME AS MUCH AS 75% 


These fast, compact, air driven block sanders are adapt- 
able to many sanding operations previously possible only 
by hand sanding. Because they are easy to operate... 
vibrationless ... and astonishingly fast, they can cut sand- 
ing time as much as 75%, and at the same time, give a 
better finish. See your distributor, or write for details. 








© Write for our New Sanding Catalog 


NATIONAL AIR SANDER, INC. 


AAR 2820 AUBURN STREET, ROCKFORD, ILLINOIS 
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This automatic Dual Drink Vender dispenses 
1400 drinks in two flavors without refilling. 
Requiring only 24 by 30 inches floor space, 
it is finished in lustrous enamel with spark- 
Ing trim for eye-appeal. 





(Photo courtesy Lyon Industries, Inc., 
New York 17, N. Y.) 


This ‘‘Home on Wheels” has an attractive finish applied to its exterior skin 
of aluminum. After washing with an aluminum cleaner, the body is masked, 
primed with an acid etching primer and lightly sanded. Its finish is com- 
pleted with the application of hot enamel. 


(Photo courtesy Prairie Schooner, Inc., Elkhart, Ind.) 





These beautiful containers are made by 
printing on tinplate. With special impressions 
for each color used, the printing process is 
much like that used for color printing of 
paper. The tin plates are oven dried follow- 
ing printing and then stamped into various 
intricate shapes. 


(Photo courtesy British Information Service, 
New York 20, N. Y.) 


The Floating Air Self Service Meat and Dairy refrigerator is finished with two coats 
of porcelain enamel. Decorative aluminum strip is anodized; steel parts are zinc plated 
followed with a conversion coating, and copper parts tin plated. Back panels are phos- 
phatized and painted with white primer. 


(Photo courtesy Ed Friedrich Sales Corp., San Antonio 6, Tex.) 




















e EQUIPMENT 
e MATERIALS 
* PROCESSES 


Automatic Spray Painting and 
Masking Machine wertie 
ence by 


The 


circulation 
impellor powered 
motor. Ad 
sures can be made by 
conveniently located 
the machine 
The equipment is adapt- 


able to a wide variety of 


? 


moldings, castings, or 
stampings, and changing 
from one job to another 
is accomplished by slip- 
ping the masks out of 
each station and insert- 
ing those for the next job. 


Fisher Titrimeter 

An improved Titrimeter 
has been announced by 
Fisher Scientific Co., 717 
Forbes St., Pittsburgh 19, 


Automatic Spray Painting 
and Masking Machine 
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Pa. This instrument, used for the quanti- 
tative determination of solutions, features 
a redesigned stand, improved stirrer and 
control box, integral provisions for micro- 
titrations, and Karl Fischer moisture 
determinations. 

The stand, a massive casting, firmly 
supports burettes and sample beaker so 
that they are close to the magnetic stir- 
rer, electrodes and end-point indicator, 
and has a hood to protect connections 
from ‘“‘hand capacity” effects. 

Stirring speed can be set at any point 
from a gentle swirl to a brisk agitation 
and need not be reset during a titration 
series. The motor is mounted on 
a swivel head under the beaker 
and stirring magnet, and gives 
counter clockwise stirring. Pre- 
liminary blinking of the elec- 
tronic eye signals the approach 
of an end point. 

Provision has been made in 
the control box for polarized 
electrode systems such as those 
used in Kar] Fischer determina- 
tions. A calibrated dial, gradu- 
ated in pH units as well as in 
volts, and two controls are the 
only manipulative parts. 


Chromaster Model A-250 
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Fisher Titrimeter 


Neilco 921-T Cleaner 


A specially compounded alkali 
surface cleaner for brass, 
bronze, copper, copper plated 
metal, and steel, has been devel- 
oped by Nielco Laboratories, 
P.O. Box 4708, Detroit 19, Michi- 
gan. 

It is claimed that Nielco 921-T, 
maintained at a temperature of 
212 deg. F. and used at a con- 
centration of 8 oz./gal., will ef- 
fectively remove oxides from 
brass, bronze, and copper, smutt 
from cold rolled steel, and buff- 

ing compounds from copper plated metal 
and steel in times up to three minutes. 

The cleaner was developed originally 
to remove scale and verdigris from old 
brass shell casings. It is said to brighten 
brass, bronze, and copper sufficiently to 
make a bright dip unnecessary. 


Chromaster Plating Unit 


A 250 ampere Chromaster unit has been 
added to the Ward Leonard Electric Co., 


Mount Vernon, N. Y., line of industrial 
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chrome plating equipment. The unit is 
designed for precision hard chrome plat- 
ing directly on industrial steels, cast iron 
and most non-ferrous metals the manu- 
facturer states. 

The Chromaster A-250 was developed 
for plating small parts in large quantities 
or larger parts with areas up to 125 sq. 
in. Individually mounted plating tank 
and power unit permit flexibility in instal- 
lation. The power unit contains a built-in 
selenium rectifier complete with instru- 
ment panel and controls for accurately 
regulating the rate of deposit. 


Walco Coater 


A heavy-duty coater adaptable to many 
industrial coating operations is being 
manufactured by L. R. Wallace & Co., 
440 Seaton St., Los Angeles 13, Calif. The 
manufacturer states that the machine 
will coat any flat surface with lacquer, 
varnish, paint, adhesive, latex, or draw- 
ing oil. 

The unit will coat material up to 62 
inches in width and 114 inches in diame- 
ter at a speed to 3800 linear feet per 
hour. The coater is available in models 
C-1, single, and D-2, for coating one or 
two sides. 
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Standard Type SP Fan 


For exhausting hazardous or obnoxious 
fumes, dirt, heat, and smoke, as well as 


Standard Type SP Fan 


for other applications where it is de- 
sirable to have the motor outside the 
air stream, Standard Electric Manufac- 
turing Co., Inc., West Berlin, N. J., has 
introduced a general purpose type fan 
incorporating a number of improvements. 
Explosionproof, enclosed or open-type 
motors are available with this rugged 
fan, which is said to meet UL specifica- 
tions for spray booths. 

Designated as the Type SP, the fan 
is available in various capacities up to 
30,500 c.f.m. free delivery. Features in- 
clude sealed SKF bearings; double-angle 
motor support; adjustable motor base for 
belt take-up; and heavy cast aluminum 
fan blade in a wide range of sizes from 
18 to 42 inches. Motors from %4 to 7% 
h.p. are available as required. 


Drum and Barrel Sling 


Palmer-Shile Co., 12613 Mansfield, De- 
troit 27, Mich., has developed a sling of 


heavy welded chain and forged grab 


Walco Coater 
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hooks for loading and unloading trucks, 
for draining drums, and for general pur- 
pose handling. The sling, which weighs 
about 8% pounds can handle any con- 


Palmer-Shile Sling 


tainer with a lip, up to 1,000 pounds in 
weight. It can also pick up a container 
from a horizontal position and set it up- 
right, the manufacturer states. 


Speedylectric Steam-Jet Cleaner 
Model JC-50 


Livingstone Engineering Co., 100 Grove 
St., Worcester 5, Mass., has announced 
the availability of its Model JC-50, em- 


bodying the principle of Speedylectric 
steam-detergent cleaning, which opera- 
tes at steam pressures up to 200 p. s. i. g. 
and rinse water pressures up to 400 p. s. i. 
g. The built-in Speedylectric Boiler Model 
600-S3, Underwriters’ Laboratories listed 
and ASME Code, provides steam for the 
cleaning operation and rinse water heat- 
ing. 

Featuring complete freedom from fire 
hazards, having no smoke stacks, flues, 
or flames, and maximum safety (no low 
water hazard, coils to burn out, or dan- 
gerous fuel tanks), the portable all-elec- 
tric JC-50 provides steam-jet cleaning 


Graco Portable Heavy-Duty Paintmaster 


August, 1952 


effectiveness with 200-pound pressure dry 
steam, detergent as needed, and velocity 
400-pound pressure hot or cold water jets, 
all under finger-tip control of the oper- 
ator. 

The unit requires power availability of 
not less than 30 to 40 kw., 220, 440, or 550 
volts, three phase, and water supply of 
250 to 300 gallons per hour. 


Portable Spray Gun Supply 
Pump 


A portable heavy-duty Paintmaster 
spray gun supply pump that works di- 
rectly from 5 or 10-gallon original con- 
tainers has been announced by the Gray 
Co., Inc., 1012 Sibley St., Minneapolis 13, 
Minnesota. 

The air-operated, double action recipro- 
cating pump is designed for easy hand- 
ling of paints and materials by plant 
maintenance departments. The pump can 
be used as a portable sprayer with the 
Sta-Level hand truck, and can be handl- 
ed by one man. For stationary operation, 


7} 
~ 


j 


PRODUCTS FINISHING 113 











the truck disengages from the trunnion 
arms. 

The separate air-operated, dual-bladed 
agitator keeps the materials mixed inde- 
pendent of paint pump operation, The 
blades of non-sparking aluminum, are ad- 
justable to any depth. The manufacturer 
claims that since no air pressure is exert- 
ed on the material, aeration is reduced to 
a minimum. 


Chip Separator and Grader 


A separator for the effective removal of 
parts from deburring and finishing chips 
and for grading different sizes of chips 
is offered by The Grav-i-Flo Corp., 400 
Norwood Ave., Sturgis, Mich. The new 
design of the machine is claimed to offer 
these improvements: greater compactness 
due to the location of the hopper at the 
top of the machine; floor space is cut by 
one-half; separation of parts is effected 
without any danger of impingement to 
the parts; and the two-deck carriage per- 
mits grading three sizes of chips at one 
time. 

The inclined end of the screen carriage 
is motivated by an eccentric, while the 
lower end rests on ball bearing rollers. 
The machine is quickly converted to chip 
grading by the simple turn of a cam, 
which raises the lower end of the car- 
riage off its rollers, and creates the same 
eccentric action as is performed at the 
back of the machine. The result is a uni- 
form throw over the entire length of the 
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two-deck screen carriage, permitting an 
accurate grading of chips. Screen sizes 
for various sizes of chips are available. 


Radiant Heater Panels 


A completely integrated radiant heat- 
ing oven for industrial baking and drying 








Radiant Heater Panels for Jensen Oven 


at temperatures of 650 degrees F. or less 
has been developed by Jensen Specialties, 
Inc., 9331 Freeland Ave., Detroit 27, Mich. 
Utilizing 2000-watt General Electric Cal- 
rod* heaters, it is manufactured in a com- 
plete panel, including tubular heating ele- 
ments, reflectors, and insulation, with 
plug-in, lock-in receptacles and panto- 
graph mounting features. 

The heater panels on the oven, designed 
to be freely interchangeable, enable Jen- 
sen to build units of any length, size, or 
rating, and to change ratings of finished 
ovens at will. The panels may be opened 
and serviced from outside the oven, thus 
enabling users to replace a heater ele- 
ment during operation in approximately 
one minute. Claimed to be non-fragile 
and having an average life in excess of 
7,000 hours, the Calrod heaters attain full 
heat in 24% minutes and cool in 50 sec- 
onds. 


* Reg. Trade Mark 


Grav-i-Flo Chip Separator and Grader 
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Abrasive Belt Contact Wheel 


Behr-Manning Corp., Troy, N. Y., has 
developed an abrasive belt contact wheel, 
known as the ‘‘Rubber-Rim,’’ which is 
constructed from two basic members; 
namely, a steel rim onto which rubber in 
durometers from 10 to 90 has been molded 
and a set of flanges which contain the 
rubber rim. Light in weight, the wheel is 


Rubber Rim Abrasive Belt Contact Wheel de- 
veloped by Behr-Manning Corp. and the Chi- 
cago Rubber Co. 


designed to afford a long, economical 
service life because the rubber face can 
be readily replaced with a new rubber 
rim should it be damaged or worn out. 

Available in a ‘‘cog-tooth’ as well as 
45-degree serrated and straight face 
design, the Behr-Manning Rubber-Rim 
Wheel is made in 14 and 16-inch diam- 
eters. Two models of the wheel are off- 
ered, one model being manufactured by 
Divine Brothers, Utica, N. Y. 

With the other model, made by the Chi- 
cago Rubber Company, 2620 N. Clay- 
bourne Ave., Chicago 14, Ill., the wheel 
can be separated by loosening four Allen 
set screws which hold the tire between 
two aluminum flanges. This feature per- 
mits the user to interchange various 
wheel widths by having a set of flanges 
and rubber rims of various widths. Tires 
are available in standard face widths of 
one to six inches. 


Forcite Anode Basket 


A Forcite Anode Basket which permits 
the use of anode materials completely has 


Rampe Barrel Finishing Machine 
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been announced by R. O. Hull & Com- 
pany, Inc., 1308 Parsons Ct., Rocky River 
16, Ohio. 

According to the manufacturer, the For- 
cite Anode Basket is expressly designed 
for efficient, complete solution of scrap 
or ball anode material and may be used 
in nickel, copper, lead, and all cyanide 
baths. Fabricated from reinforced steel, 
the basket is coated with an inert, insul- 
ating material. 

It is stated that the tapered construc- 
tion of the basket is ideally suited to give 
continuous electrical contact to the anode 
mass without requiring replacement of 
‘contact’? anodes. Contact is made by 
shielded, inert graphite blades which ex- 
tend the entire depth of the basket and 
are coupled to the anode bars. Forcite 
Anode Baskets are available in 24 and 30 
inch lengths, and special lengths may be 
ordered. 


Rampe Barrel Finishing 
Machine 


Rampe Manufacturing Co., 3320 St. 
Clair Ave., Cleveland 14, Ohio, has added 
a barrel finishing machine to its line of 
Tumbler- Mixers. 

This model, TMK, has a hexagonal steel 
burring barrel of 200 pound capacity 
which is turned at 33 r.p.m. by a &% h.p., 
110 volt A.C. single phase motor. It is 
intended for production finishing of small 
parts or small lots of large parts. 

Features include anti-friction bearings 
throughout, automatic slack take-up. 


PRODUCTS FINISHING 115 











and barrels unlined or lined with oil and 
chemical resistant vinyl plastic. The ma- 
chine is 33 inches high and weighs 130 
pounds. It requires 36 by 19 inches of floor 
space. 


Bay State Sanding Fabric 


Bay State Abrasive Products Co., West- 
boro, Mass., has announced the develop- 


Bay State ‘'Gritcloth”’ 


ment of a unique sanding fabric, known 
as ‘“‘Gritcloth,’’ which consists of an 
abrasive imbedded in a tough, open-mesh 
fabric that is said to hold the abrasive 
firmly but let the removed stock flow 
through the holes. The material, which 
is claimed to have an unusually long life, 
is available in all the finer grits suitable 
for smoothing surfaces on either meta! 
or wood products. Either side of Gritcloth 
may be used wet or dry, flat or folded, 
on sanding machines or by hand. It is 
easily cleaned by rinsing in water. 


ROHCO Imperial Silver 
Brightener 


ROHCO Imperial Silver Brightener, a 
product developed to give a lustrous satin 
finish for decorative and industrial silver 
plating, has been announced by R. O. Hull 
& Company, Inc., 1308 Parson Ct., Rocky 
River 16, Ohio. | 

The manufacturer states that this prod- 
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uct is valuable in decorative work because 
the smooth and soft finish it achieves is 
excellent for filigrees and other recesses, 
and in many cases brushing can be elim- 
inated. The addition of ROHCO bright- 
ener to the plating bath is said to improve 
covering power over lead alloys and to 
give better solderability. 

The use of this brightener can increase 
industrial production two to three times 
with existing equipment, the company 
claims. Concentration of the brightener 
is not critical, and therefore uniform 
quality and color are easily achieved. The 
product is recommended for barrel and 
still plating of contact pins, complex elec- 
tronic parts, soldered assemblies and 
other dissimilar metals, but not for ex- 
ceptionally heavy silver deposits such as 
bearings. 


Belke Commutating Rheostats 


Commutating rheostats, designed to 
provide close amperage regulation, have 
been developed by the Belke Manufactur- 
ing Co., 947 N. Cicero Ave., Chicago 51, 
Illinois. 

In the 100 ampere rheostat illustrated, 
the left lever with circular blades selects 
any amperage from 1 to 9; the right 
lever any amperage from 10 to 90 in steps 
of 10. For rheostats of greater amperage, 
another commutating switch and/or reg- 
ular knife switches are added to the 100 
ampere controls. 

The instrument can be furnished for 4, 
%, 1, and 5 ampere step regulation in re- 
quired capacities. 


Belke 100 Ampere Rheostat 
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Heil Heat Exchanger 


An external heat exchanger for heat- 
ing corrosive solutions has been develop- 








—~ 


Heil Heat Exchanger, No. 1251 


ed by Heil Process Equipment Corp., 
12901 Elmwood Ave., Cleveland 11, Ohio. 
The manufacturer states that this double- 
pipe exchanger, No. 1251, makes possible 
added space in the plating tank in addi- 
tion to more even distribution of heated 
solution and constant circulation. 

Heating and cooling can be accomplish- 
ed with the same unit. Tube materials 
available in standard designs include 
Nocordal* impervious graphite, nickel, 
stainless steel, carbon steel, and Carpen- 
ter 20. This variety of materials makes 
possible wide application in corrosive so- 
lutions and interchangeability of tubes, it 
is claimed. 

An installation includes a one tube unit 
or a series ot one tube units which can be 
individually controlled. 


Aget-Detroit Dust Collector 


Aget-Detroit Co., 602 First National 
Bank Bldg., Ann Arbor, Mich., has added 
Model 30ND50 to its line of industrial dust 
and vapor collectors. Features of the unit 
are outside exhaust of cleaned air, and 
an over drive when used on electric pow- 
er having frequencies of less than 60 
cycles. 

The duct collector has a rated capacity 
of 3,630 c.f.m. at 6 inch static suction on 
an 8 inch diameter pipe. It employs a 
standard size, pre-tested cyclone separa- 
tor which removes the dust and dirt from 
the air and permits the discharge out of 
doors of the cleaned air, together with 
any toxic or objectionable fumes. A dust 
storage capacity of 12 cu. ft. is standard, 
but an extension or a hopper bottom can 
be provided for operations involving very 
large quantities of dust. 


* Trade Mark 
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Metal Finishing or Plating? 


DO MORE...DO IT BETTER... 
AND DO IT FOR LESS 


WITH 


= arnstead 


DEMINERALIZED 
WATER 


2-Bed Barnstead Demineralizer, 1000 
gal. per hour, used in automotive plant 


In rinsing, plating, make-up, anodizing, 
dye-baths, where mineral-free Pure 
Water is needed, manufacturers can 
save money, have fewer rejects, and 
get better product control by using 
Barnstead Demineralizers. Write for 
our Free Catalog #123. 


10 Lanesville Terrace; Boston 31, Mass. 
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Detrex 61 


A compound designed especially for use 
as a pre-cleaner for steel that is to be 
deep drawn or extruded has been an- 
nounced by the Detrex Corporation, De- 
troit 32, Michigan. 

The compound, Detrex 61, used in a 
soak tank at approximately 190 deg. F. 
at a concentration from 6 to 10 ounces 
per gallon, removes oil, grease and dirt 
from all ferrous parts. 

In addition to possessing high wetting 
and penetrating properties, Detrex 61 is 
said to be very free rinsing. The com- 
pound does not contain fatty acids or 
resin soaps and consequently any en- 
trained solutions wil! not be left with 
scummy deposits on their surfaces, the 
manufacturer states. 


Portable Bench Type Tumbler 


Del’s Tumbling Service (formerly Am- 
erican Plating Rack Co.), 232 N. Rose- 
mary, Inkster, Mich., has developed a 
portable bench type tumbler with a leak- 
proof front which is entirely removable. 





Stock Delivery 


/  DEGREASERS 
move es vo and TANKS 


DEGREASERS 
DEGREASERS 
Manual and 


Automatic 
Complete Equipment for: 
Anodizing, Phosphatiz- 
ing, All Plating Proc- 
esses: to comply with all 
gov't. specifications. 

PLASTIC, WAX 

MELT TANKS 

AGITATORS 

RECTIFIERS 

OVENS e¢ FILYERS 


Send for literature 


VAPOR — SPRAY — VAPOR 


Model GU24 steam heated. Fabricated of stain- 
less steel. Accessories: vapor level safety thermo- 
stat, water economizer, heavy duty spray pump. 


RANDALL MFG. CO., INC. 


801 EDGEWATER RD., NEW YORK 59, N. Y. 




















DAyton 3-3900 - 1 - 2 
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Portable Bench Type Tumbler 


Designed to bulk finish small parts, the 
machine can also be used to tumble indi- 
vidual pieces which would normally be 
too large or heavy to bulk tumble free 
floating. The compartment holds 2 gal- 
lons of self tumbling work when loaded 
60 per cent full. It is belt driven and ro- 
tates at 16 r.p.m. The compartment can 
be operated in either tilted or horizontal 
position and can be lined with rubber 
for bright finishing of metallic parts. 


Nielco Conditioner for Ferrous 


Metals 


“Ferr-O-Niel’’ 985 is a non-corrosive 
acid surface conditioner for ferrous metal 
parts and castings (including Meehanite 
and gray iron) developed by Nielco Lab- 
oratories, P.O. Box 4703, Detroit 19, Mich- 
igan. 

Built from a phosphoric acid base, the 
conditioner is said to do a complete job 
of removing light oil, soil, normal oxides 
and smutt from finished steel parts and 
castings without changing the tolerances 
of the metal or building up hydrogen 
embrittlement. It should be used with 
three parts of water at a temperature 
not lower than 180 deg. F. Time required 
is three to five minutes. 

The manufacturer claims that Ferr-O- 
Niel 985 is also effective in preparing gray 
iron castings for zinc plating and in prep- 
aration for barrel plating of machined 
steel parts, small stampings, castings, 
and high sulphur content steel. 
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RNISHING MATERIALS 





it’s the SHAPE that counts! 


Thousands of small parts, stampings and castings are burnished 
for Industry and the Armed Forces with Abbott Burnishing materials. 


They’re shaped to do the job right! 


Abbott Burnishing Shapes — Ball, Ovalball, Cone, Diagonal, Pin — 
are scientifically designed to make effective contact on parts of 
of any size and shape. Each is made from Abbott's famed bearing 
ball steel, deep hardened and polished to a mirrorlike, glass 
hard finish. 


If you have a burnishing problem... 
make use of Abbott’s 40 years of barrel 
finishing knowledge. Write today. 





THE ABBOTT BALL COMPANY 
1064 New Britain Ave. 


Hartford 10, Conn., U.S.A. 
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Oakite Compound No. 31 

A triple-duty prepaint cleaner which is 
said to clean, derust and phosphate metal 
surfaces in a single operation has been 
announced by Oakite Products, Inc., 120 
Rector St., New York 6, N. Y. The com- 
pound is a highly concentrated liquid det- 
ergent which can be diluted up to 25 per 
cent by volume for prepaint treatment of 
metal by dipping or hand swabbing meth- 
ods. 

The manufacturer claims that in addi- 
tion to removing light soils, soldering and 
welding fluxes, rust, heat scale, tarnish 
and other oxides, Compound No. 31 mi- 
croscopically etches steel, cast iron, and 
aluminum and converts the surface layer 
of metal into a thin film of insoluble phos- 
phates. This film improves the adhesion 
of paint to metal and also prevents the 
spread of rust when painted surfaces be- 
come scratched or gouged. 


PRODUCT LITERATURE 





For further information on 
any product mentioned in this 
issue—use the READER SERV- 
ICE CARDS between the covers. 











Continuous Airless Blast Cleaning is 
the subject of a bulletin (No. 844) publish- 
ed by the American Wheelabrator & 
Equipment Corp., 1155 S. Byrkit St., Mis- 
hawaka, Ind. Of particular interest to 
plants having the problem of cleaning 
relatively large tonnages of work on a 
production basis, the bulletin explains the 
process of continuous blasting and illus- 


Yes @ WE'D LIKE TO GET 
¢ A COPY OF THE BIG 

NEW M & E SPRAY 
FINISHING EQUIPMENT GUIDEBOOK 


Name______ 
Title. 


SPRAY BOOTHS - Systems 





Compiny. 
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trates how it is being applied in actual 
practice. 


Special Plating Processes. The Hanson- 
Winkle-Munning Co., Matawan, N. J., 
has released a revised condensed descrip- 
tion of special H-VW-M Electroplating 
Processes. Bright plate, high-speed proc- 
esses are described for the electroplat- 
ing of cadmium, zinc, copper, nickel, and 
silver, together with information on im- 
proved methods for lead plating. For 
those interested in any particular proc- 
ess, there are technical manuals illus- 
trating and describing the various proc- 
esses in detailed form. 


Mill-Rose Brushes. A four-page bulletin 
which lists 56 standard twisted wire 
brushes in the sizes most used by indus- 
try is available from The Mill-Rose Co., 
1985 E. 59th St., Cleveland 3, Ohio. The 
single and double spiral brushes are de- 
signed for hand or power operation. The 
bulletin also includes some special sizes 
and shapes and lists hints which will pro- 
long brush life. 


Practical Methods in Heavy Industrial 
Nickel Plating. An eight-page illustrated 
booklet outlines the possibility of heavy 
electrodeposits for the salvage and re- 
pair of worn parts, the reclaiming of mis- 
machined parts and for wear and Corros- 
ion resistant surfaces on original parts. 
Available from International Nickel Com- 
pany, Inc., Dept. EZ, New York 5, N. Y., 
the bulletin discusses preparation of 
parts, baths, procedures, and potential 
applications. 


MANUFACTURING COMPANY 
PAINT SPRAY FINISHING SYSTEMS 


Street. i 
City State. j 
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ACME Wesncicl 
Polishing ont Buffing Machines 


@ Which ACME Automatic 
will give YOU lowest cost 
production? 


It depends . . . on the size, shape and mate- 
rial of the part you want to finish; on pro- 
duction required; on plant space and layout. 
ACME Automatics include Straightlines, 
Indexing and Continuous Rotaries, with or 
without spindles. These machines are built 
in a variety of types and sizes and may be 
equipped with varied special fixtures and 
accessory equipment to meet the conditions 
involved in your specific job. ACME Auto- 
matics have proved their efficiency in pro- 
duction for nearly half a century. Progres- 
sive ACME experience in this specialized 
field is a substantial assurance of lower pro- 
duction cost and dependability under pro- 
duction operation in your plant. 


a 


Wan ‘_ 
Sie. =i 


Catalogs on Request 


OX 5 Ac ME Manufacturing Co. 


, 4400 €.9 _ RO., DETROIT 20 (Ferndale; MICH. 


Polishing nary Lice AA OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 
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‘Better, Faster Finishing for Produc- 
tion and Maintenance Jobs’’ is the title 
of a bulletin on industrial sanding appli- 
cations published by the Pneumatic Di- 
vision of Sundstrand Machine Tool Co., 
2531 Eleventh St., Rockford, Ill. The 
colorful, informative bulletin (No. 2109) 
covers three major subjects—advantages 
of straight-line sanding action, illustra- 
tions showing how air sanders are used 
for a multiplicity of operations in the 
plant, and specifications on the four 
models of Sunstrand Air Sanders and Ac- 
cessories. 


Prufcoat Primers and Finish Materials. 
A four-page catalog which describes the 
entire line of Prufcoat Protective Coat- 
ings is available from Prufcoat Labora- 
tories, Inc., 50 E. 42nd St., New York 17, 
N. Y. The bulletin includes case history 
studies of five different types of applica- 
tions, and a three-point analysis of the 
advantages of maintenance painting done 
the Prufcoat way. The back page of the 
catalog, devoted to a listing and brief de- 
scription of all eight of the company's 
products, is designed as a handy guide to 
choice of sealer, primer, and finish ma- 
terial required for any plating problem. 























Sure sek 
“Boy. was she ever burned up! How 
was I to know she'd use my dye for- 
mula for anodized aluminum in rinsing 
her ~ hair.” 
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Surface Tension Measuring  Instru- 
ment. A four-page bulletin describing the 
Sur-Ten Meter, a device for surface ten- 
sion measurements’ under production 
conditions, is available from the designer, 
Joseph B. Kushner, 115 Broad St., 
Stroudsburg, Pa. The illustrated pam- 
phlet discusses the use of the instrument 
in electroplating and acid pickling, as 
well as in anodizing, chemical manufac- 
turing, enameling, paint processing, and 
other fields. 


Klem Strip-Aid, 4 non-toxic, non-flam- 
mable, non-corrosive supplement to al- 
Kaline stripper, is described in a four- 
page folder available from Klem Chemi- 
cals, Inc., 14401 Lanson, Dearborn, Mich. 
The illustrated pamphlet details the ad- 
vantages Strip-Aid offers industry in 
speeding up the removal of paints, 
enamels, lacquers, and so forth, from 
conveyor hooks and equipment and from 
parts 


Alodizing with ‘Alodine.’’ A four-page 
booklet, available from the American 
Chemical Paint Co., 1935 Spruance St., 
Ambler, Pa., discusses the protection of 
aluminum and gives detailed coating and 
process data on the principal types of 
aluminum. This booklet, revised March, 
1952, describes the standard Alodine No. 
100 and also presents data on a recently 
developed grade—Alodine No. 600. 


Hellige Photoelectric Colorimeter and 
Turbidimeter. A leaflet which describes 
in detail the design and operation of the 
Hellige ‘‘Chromatron,”’ an instrument for 
the electronic determination of color or 
turbidity of a liquid, has been issued by 
Hellige, Inc., 877 Stewart Ave., Gorden 
City, N. Y. Prices and models available 
are also listed. 


Gardner Portable Glossmeter. A four 
page folder, illustrating and describing 
the Gardner Portable Glossmeter is avail- 
able from Henry A. Gardner Laboratory, 
Inc., 4723 Elm St., Bethesda, Md. Features 
of the instrument, including the recently 
developed ‘‘behind the window lens,’ are 
explained and applications are suggested. 
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Industrial Gloves. Help in choosing the 
best glove for a specific job is given ina 
catalog released by Pioneer Rubber Com- 
pany, Willard, Ohio. In addition to illus- 
trations of the company’s Stanzoil line of 
industrial gloves and aprons, the booklet 
includes check lists to help the manufac- 
turer in selection of gloves. A perform- 
ance data table evaluates neoprene and 
viny! gloves when used in various chemi- 
cals and other substances. 


Surface Conditioning Topics, is the title 
of a new quarterly magazine being pub- 
lished by Nielco Laboratories, P. O. Box 
4703, Detroit 19, Mich., and available to 
any person interested in surface condi- 
tioning and/or corrosion control. Volume 
1, Number 1 contains 16 pages and in- 
cludes complete data on the Nielizing Cor- 
rosion Control Process as well as other 
material. 


Coated Abrasive Belts. An attractive, 
colored booklet, illustrated with photo- 
graphs and drawings, is being distributed 
by Dept. F.P. No. 1, Behr-Manning Corp., 


Division of Norton Co., Troy, N. Y., to 
describe the advantages of coated abra- 
sive belt polishing methods. Title of the 
booklet is ‘‘How Polisher Pete Put Econ- 
omy in Polishing.”’ 


Unichrome Selenium Rectifiers. A two- 
page leaflet which describes the design 
and advantages of the Unichrome dry 
plate rectifiers is available from United 
Chromium, Inc., 1700 East Nine Mile 
Road, Ferndale Station, Detroit 20, Mich. 
The range of the rectifiers, (250 to 10,000 
amperes in steps of 250 amperes) as well 
as six other important features are listed 
and tabulated. 


Kocour Automatic Dropping Unit. A 
leaflet which describes this instrument 
for determining thickness of cadmium, 
zinc, copper and tin deposits by the Hull 
and Strausser method is available from 
Kocour Co., 4800 S. St. Louis Ave., Chi- 
cago 32, Illinois. 

With a fixed dropping rate of 100 drops 
per minute, the unit also has a counter 
to indicate the number of seconds elapsed. 
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Bringing you 
Modern developments in plating 
processes and methods 








I I ERE are the basic theories and principles of electro- 


plating—the practical methods and processes that are 





of invaluable use to everyone concerned with electroplating 
and electrotyping. The most efficient methods of making electrodeposits on more than . 
40 different metals, alloys, and plastics are summarized completely in this thoroughly 


revised and enlarged book. 


Princip 


les of 


ELECTROPLATING & ELECTROFORMING 


By William Blum, Chemist, U. S. Bureau of Standards and George B. Hogaboom, Consultant 





Revised 3rd Edition 
455 pages,6x9 
24 tables, illus. 


Completely revised to make it a more practical working guide, this book 
summarizes and digests the best of modern practice in the field. It covers 
qualitative, quantitative analyses of solutions; pickling, dipping; electro- 
polishing; electroforming, electrotyping; producing phonograph record 
matrices, and manufacturing tubes, etc. Metals are dealt with in the same 





order as in the periodic system of elements. 
(Please send check with order) 


PRODUCTS FINISHING, 431 Main Street, Cincinnati 2, Ohio 


1952 


$6.50. 
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WR— For more complete information on products and processes ome 
use READER SERVICE CARDS inside covers. 


Mold Bases and Moldmakers’ Supplies. 
A 144-page catalog has been published by 
the Detroit Mold Engineering Co., 6686 
E. McNichols Rd., Detroit 12, Mich. The 
book includes all the new additions to 
D-M-E’s service and features a complete 
line of standard mold bases and compon- 
ent parts along with a complete line of 
tools and mold polishing supplies. Prod- 
ucts are illustrated in detail and prices 
are listed. The new features are aimed 
at making the catalog a working tool to 
help manufacturers make better products. 


‘Scientific Cleaning for Modern Metal 
Finishing’’ is the title of an illustrated 
brochure describing Kelite pH Control 
which has been published by Kelite Prod- 
ucts, Inc., 1250 N. Main St., Los Angeles 
12, Calif. Included are data on high speed 
phosphatizing; removal of heat treat 
scale by simple immersion in an odor- 
less, non-flammable, non-phenolic liquid ; 
advanced procedure for preparing die- 





Modern Masking Materials 
and Methods for Fabrication 
and Spray Finishing 


By Arthur P. Schulze 
64 Pages 


47 Illustrations 


Written for department superin- 
tendents, shop foremen, process 
and finishing engineers . . . this 
manual is a source of ideas for 
saving time, cutting costs and get- 
ting better product quality. 


Puce $7.00 
PRODUCTS FINISHING 


710 Schmidt Bidg., Cincinnati 2, Ohio 
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cast parts for plating; and information 
on the removal of carbon, grease, dyes, 
or gums from aluminum, magnesium, 
cadmium, copper, zinc, die-cast, and fer- 
rous metals by soaking in room tempera- 
ture solutions. Each of the cleaning or 
processing techniques described can be 
achieved through the use of recommended 
compounds. 

Bulletin No. 121 discusses 23 other dif- 
ficult cleaning or processing jobs with ap- 
plications in most phases of the metal 
finishing industry. 


Specification Lacquers for Finishing 
Military Items. A handy guide to speci- 
fication lacquers for finishing military 
items is available from Hercules Powder 
Co., Wilmington 99, Del. The first section 
of the leaflet enables suppliers of finishes 
to find out what kind of lacquer finishing 
material is being called for when all they 
have is a specification number. In the 
second section of the leaflet, the permis- 
sable or appropriate numbers are grouped 
according to use. In this section specifica- 
tion numbers for finishing such items as 
vehicles, aircraft, ammunition and com- 
ponents, furniture, and containers are 
included. 


Wilbur & Williams Dampcoat Enamel. 
A brochure which shows 48 specialized- 
for-industry colors in Odor-Less Damp- 
coat Enamel is available from The Wilbur 
& Williams Co., 130 Lincoln St., Brighton 
35, Mass. Instructions tell how to obtain 
any desired color by mixing white Damp- 
coat Enamel and the six deep tone colors 
in semi-gloss, gloss, or flat paint. 


Hercules Neolyn Resins. A _ technical 
bulletin containing practical application 
data and starting formulations for the 
use of Neolyn resins in adhesives, plas- 
tics, lacquers, and organosols is now 
available from Hercules Powder Co., Wil- 
mington, Del. Information about the gen- 
eral properties of Neolyns, the specific 
properties of each of the seven resins in 
this series, and performance characteris- 
tics are included in this 16-page, two color 
booklet. 
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7 
Fact: 6 , 

Average life-span in the U.S.A. 
is 67.60 years. The estimated average expect- 
ancy for the rest of the world is 44 years. 
The Bureau of Labor Statistics estimates 
U.S. life expectancy at 74 by 1975. 

















Question: Who worked out the 


plan under which this was achieved? 


A nmswer: x. one. It is the result of 
a process, not a plan. It came about largely 
through the American process of vigorous 
competition to provide life-saving new 





medicines, proficient doctors, modern hos- 
pitals, better shelter, abundant food sup- 
plies and machines that reduce work-effort. 
‘The average man-hour of work in 1951 pro- 
duced 314 times as much goods as the aver- 
age man-hour in 1900. Hence, the same 
process is responsible for more leisure to 
enjoy longer life. Competition compels 
wider distribution, increasing productivity 
and better products, thereby improving 
and extending our individual lives. 





THIS REPORT ON PROGRESS-FOR-PEOPLE is published by this magazine in cooperation with 
National Business Publications, Inc., as a public service. This material may be used without credit. 
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Ve We hing Touch By J. A. Patterson 



































‘‘Not bad --- But she’s a little too heavy --- 
Should be thinned down a bit.” 
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Opportunity Seetiou 








WANTED: Manufacturers’ representatives 
with chemical background who have indus- 
trial following to sell and handle well estab- 
lished line of phosphate coating chemicals 
for production use. Several territories still 
open, particularly in the Mid-West, South, 
and far West. These chemicals are the 
latest developments in the phosphate coat- 
ing field and have had substantial field 
testing. They are now being used by many 
large corporations. Please address replies 
to Box No. 82, c/o PRODUCTS FINISHING, 
431 Main Street, Cincinnati 2, Ohio. 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 

















FOR SALE 


10 used plating barrels. iasalco friction 
drive type. 14” x 42” hard rubber cylinders. 
Complete with drive. Individual tanks with 
lifting mechanism. Suitable for cyanide 
baths. The Plating & Galvanizing Co., P.O. 
Box 1794, Cleveland 5, Ohio. 











MANUFACTURERS AGENTS! If you now handle 
industrial lines—you'll find this an excellent sales 
opportunity . . . New machine, cleans, descales, 
sharpens and surface finishes all metals, plastics 
and glass. Offers user outstanding money savings 
and increased production. Results proven in all 
industries. Good territory open. Give lines handled 
and territory covered. Write Box No. 81, c/o 
PRODUCTS FINISHING, 431 Main Street, Cincin- 
nati 2, Ohio 








FOR SALE 


Practically New Equipment 


SHEAR — OVEN — COMPRESSOR — 
OTHER EQUIPMENT AND PAINT 


SHEAR—W & M Machinery Co. No. A-120 Air 
Powered Shear—1I20'' Cutting length, 18 
gauge capacity. Complete with plexiglass 
finger guard. 

DRYING OVEN—Gebhnrich No. CH29 Truck type 
drying oven. Ser. No. 5786—Gas heated— 
8' x 12' x 7'3"' high. 3' thick insulated walls 
and top. 

AIR COMPRESSOR — Worthington size 7 x 7, 
type HB Single Cylinder horizontal air com- 
pressor. Ser. No. L57418—water cooled. Air 
Maze Filter. V-Belt Drive. 20 HP, 3 PH, 60 
cycle, 1760 RPM motor. Complete with after 
cooler, air tank and starter. 

BAKING ENAMEL—Glidden's Baking Enamel in 
5 gal. drums. 

200 gallons No. 22178 Green 
720 gallons No. 21948 White 

ALSO—Spray conveyors, several large tanks for 

etching and dipping, motors, starters, etc. 


Make Us Your Best Offer. 


CRAWFORD MANUFACTURING CO., INC. 


3rd and Decatur Sts., Richmond 12, Va. 
Phone 82-2392 





Industrial Products Finishing Technician 
Sales Opportunity 

An outstanding position is offered for an industrial 
paint technician wishing to get into sales. Backed 
by a progressive laboratory and cooperative man 
agement, an unequalled opportunity of high earn- 
ings on a salary and bonus basis is offered. We are 
large manufacturers of industrial finishes, leaders 
in our industry, desirious of obtaining the best 
representation in the field. Reply held in strict 
confidence. Box No. 83, c/o Products Finishing, 
431 Main St., Cincinnati 2, Ohio. 
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Industrial Sales Representative 


National manufacturer of CIRCO Industrial 
Vapor Degreasers and Degreasing Solvents 
has several established territories available. 
Previous experience required. 


TOPPER EQUIPMENT COMPANY 
MATAWAN ° NEW JERSEY 
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Abbott Ball Co. 

Acme Mfg. Co. 

Allied Research Products, Inc. 
Almco Diy., Queen Stove Works, Inc. 
Alsop Engr. Corp. 

Alvey-Ferguson Co. 

American Chemical Paint Co. 

Arrow Metal Products Corp. 
Atlantic Abrasive Corp. 


Bacon Felt Co. 

Baker & Co., Inc. 

Barnstead Still & Sterilizer Co. 
Better Finishes & Coatings, Inc. 
Blakeslee & Co., G. S. 

Bond Chemical Products Co. 
Buffalo Forge Co. 


Cambridge Wire Cloth Co. 
Cincinnati Cleaning 

& Finishing Mchry Co. .. me 
Columbia Electric Mfg. Co. ; 62 
Cowles Chemical Co. o 16 


Despatch Oven Co. .... 53 
Detrex Corp. ..Fourth “Cover 


Detro Mfg. & Sales | Ce.. Inc. 3 ..100 


DuPont de Nemours & Co., E. L., 
Electrochemicals Dept. 39 


Egyptian Lacquer Mfg. Co. 


Formax Mfg. Co. ... 
Fostoria Pressed Steel Corp. 


Gasway Corp. 


Hammond Mchry. Builders, Inc. 49 
Hanson-Van Winkle-Munning Co. ..3, 47 
Harrison Mfg. Co., Inc. ery) 
Harshaw Chemical Co. 67 
Haskins Co., R. G. . eee 
Hercules Powder eee ee 
Hupp Corp., Globe Stamping Diy. ....103 


Industrial Filter & Pump Mfg. Co. .....38 
Interchemical Corp., 

Finishes Div. Third Cover 
International Nickel Co., Inc. i 


Wm. A. 


Juergens Co., 
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Kalamazoo Tank & Silo Co. 
Keystone Emery Mills 

Kirk & Blum Mfg. Co. 
Klem Chemicals, Inc. 
Kold-Hold Mfg. Co. 


a oe = 85 
Lasalco, Inc. : icone 
Lea Mfg. Co. Second Cover 
Lowe Bros. Co. 54, 55 


me aE mie. Co: ......... sl sass Coda 
MacDermid, Inc. ee 
Mahon Co., R. C. 44, 45 
Manufacturers Processing Co. 78 
Minnesota Mining & Mfg. Co. ......7, 105 
Mitchell-Bradford Chemical Co. 79 
Morse Mfg. Co., Inc. .... ee 
Murray-Way Corp. ae 


National Air Sander, Inc. 
Norton Co. 


Oakite Products, Inc. 
Osborn Mfg. Co. 


Park Chemical Co. 

Parker Rust Proof Co. 

Phillips Mfg. Co. = 

Pittsburgh Plate Glass ‘Sa. 
Brush Diy. 


Randall Mfg. Co. d 
Randolph Products Co. 
Ransohoff, Inc., N. 

Rockford Varnish Co. 


Sherwin-Williams Co. 

Stevens, Inc., Frederic B. Rae: 
Strand Diy. of the Balmar + Corp. 
Striplastic Co. - 

Sulphur Products Co. 


Titeflex, Inc. 
Topper Equipment Co. 


Udylite Corp. 
Varnish Products Co. 
Wagner Bros., Inc. 
Young & Bertke Co. . 
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TO GIVE YOUR PRODUCT A GOOD START, 
GIVE IT AN INTERCHEMICAL FINISH! 


Undercoats ...Varnishes... Lacquers... 
Enamels for Metal... Plastic...Wood 


AULT & WIBORG, MURPAY, ROXALIN, AND IC ARE TRADEMARKS OF INTERCHEMICAL CORPORATION 
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PHASE 1 — CLEANING 
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PHASE 2 — RAPID RATE OF DEPOSIT 


ETRER (3 


Detrex 79 is a dual-purpose compound that 
both cleans and phosphate coats. 

Used in a spray washer, “797 produces a 
fine-textured, highly adherent phosphate coat- 
ing on steel and cast iron parts. This coating 
provides a rust-resisting surface that wives ex- 
cellent adhesion for paint finishes. 

Detrex “79 is economical to use and. re- 
quires no special equipment. Cleaning and 
phosphate coating of ferrous metals is done in a 
single stage of any standard two- or three-stage 
washer. Work comes out of the washer clean 
and with a phosphate-coated surface that dries 
to a uniform gray mat finish. 

A trained Detrex field engineer can show you 


the advantages of 79 and other Detrex phos- 





cleans and phosphate coats 
in one operation... 


phate coatings in your plant. [fa new operation 
is being considered, he can also give you 
recommendations on equipment for, you 
see. Detrex offers you the “one-source”” advan- 
tage ol cleaning compounds and processing 
equipment, 

For complete information or free consultation 


service, write to Detrex Corporation, Box 


501, Detroit 32, Michigan. Ad 


CORPORATION 


DEGREASERS . DEGREASING SOLVENTS . WASHERS 
ALKALI & EMULSION CLEANERS © DRYCLEANING EQUIPMENT 
PHOSPHATE COATING PROCESSES 





